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(57) Abstract 

An intelligent sheet metal bending system is disclosed, having a cooperative generative planning system. A planning module interacts 
with several expert modules to develop a bending plan. The planning module utilizes a state-space search algorithm. Computerized methods 
are provided for selecting a robot gripper and a repo gripper, and for determining the optimal placement of such grippers as they are holding 
a workpiece being formed by the bending apparatus. Computerized methods are provided for selecting tooling to be used by the bending 
apparatus, and for determining a tooling stage layout. An operations planning method is provided which allows the bending apparatus to 
be set up concurrently while time-consuming calculations, such as motion planning, are performed. An additional method or system is 
provided for positioning tooling stages by using a backgage guide member which guides placement of a tooling stage along the die rail 
of the bending apparatus. A method is provided for learning motion control offset values, and for eliminating the need for superfluous 
sensor-based control operations once the motion control offset values are known. The planning system may be used for facilitating functions 
such as design and assembly system, which may perform designing, costing, scheduling and/or manufacture and assembly. 
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DESCRIPTION 

INTELLIGENT SYSTEM FOR GENERATING 
AND EXECUTING A SHEET METAL BENDING PLAN 

5 FfiOfCTOTIKrD OF TSTVF.NTTON 

1. Copyright Notice 

A portion of the disclosure of this patent document 
contains material which is subject to copyright protection. 
The copyright owner has no objection to the facsimile 
10 reproduction by anyone of the patent disclosure, as it appears 
in the Patent and Trademark Office patent files or records, 
but otherwise reserves all copyright rights whatsoever. 

2. Rf>i*i-Pri Application Data 

The present disclosure is related to the disclosures 
15 provided in the following U.S. applications filed on even date 
herewith: "Method for Planning/Controlling Robot Motion," 
filed in the names of David Alan Bourne et al. (U.S. Patent 
Application No. 08/338, 115); "Methods for Backgaging and 
Sensor-Based Control of Bending Operations," filed in the 
20 names of David Alan Bourne et al. (U.S. Patent Application 
No. 08/385, 829); and "Fingerpad Force Sensing System," filed in 
the names of Anne M. Murray et al. (U.S. Patent Application 
No. 08/338, 095) . 

3. FiPlri of r h» Tnvpntion 

25 The present invention is directed to methods and 

subsystems which may be provided in an intelligent bent sheet 
metal designing, planning and manufacturing system and the 
like. 

4. Discussio n of Background information 

30 Figs. 1-3 illustrate, in a simplified view, an example 

conventional bending workstation 10 for bending a sheet metal 
part (workpiece) 16 under the control of a manually created 
program downloaded to various control devices provided within 
the workstation. The illustrated bending workstation 10 is a 
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EMI 00 Amada workstation. 

(a) The Hardwa re and Its Operation 

Fig. 1 shows an overall simplified view of bending 
workstation 10. Fig. 2 shows a partial view of a press brake 
5 * 29, positioned to perform a bend on a workpiece 16. The 
elements shown in Fig. 2 include a robot arm 12 having a robot 
arm gripper 14 grasping a workpiece 16, a punch 18 being held 
by a punch holder 20, and a die 19 which is placed on a die 
rail 22. A backgage mechanism 24 is illustrated to the left 

10 of punch 18 and die 19. 

As shown in Fig. 1, bending workstation 10 includes four 
significant mechanical components: a press brake 29 for 
bending workpiece 16; a five degree-of- freedom {5 DOF) robotic 
manipulator (robot) 12 for handling and positioning workpiece 

15 16 within press brake 29; a material loader/unloader (L/UL) 30 
for loading and positioning a blank workpiece at a location 
for robot 12 to grab, and for unloading finished workpieces; 
and a repositioning gripper 32 for holding workpiece 16 while 
robot 12 changes its grasp. 

20 Press brake 29 includes several components as 

illustrated in Figs. 1-3. Viewing Fig. 3, press brake 29 
includes at least one die 19 which is placed on a die rail 22, 
and at least one corresponding punch tool 18 which is held by 
a punch tool holder 20. Press brake 29 further includes a 

25 backgage mechanism 24. 

As shown in Fig. 2, robot arm 12 includes a robot arm 
gripper 14 which is used to grasp workpiece 16.. As shown in 
Fig. 1, material loader/unloader 30 includes several suction' 
cups 31 which create an upwardly directed suction force for 

30 lifting a sheet metal workpiece 16, thereby allowing L/UL 30 
to pass workpiece 16 to gripper '14 of robot 12, and to 
subsequently retrieve a finished workpiece 16 from gripper 14 
and unload the finished workpiece - 

In operation, loader/unloader (L/UL) 30 will lift a 
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blank workpiece 16 from a receptacle (not shown), and will 
raise and move workpiece 16 to a position to be grabbed by 
gripper 14 of robot 12. Robot 12 then maneuvers itself to a 
position corresponding to a particular bending stage located 
5 within bending workstation 10. Referring to each of Figs. 1 
and 3, stage 1 comprises the stage at the leftmost portion of 
press brake 29, and stage 2 is located to the right of stage 1 

along die rail 22. 

If the first bend is to be made at stage 1, robot 12 

10 will move workpiece 16 to stage 1, and as shown in Fig. 2, 
will maneuver workpiece 16 within press brake 29, at a 
location between -punch tool 18 and die 19, until it reaches 
and touches a backstop portion of backgage mechanism 24. With 
the aid of backgage mechanism 24, the position of workpiece 16 

is is adjusted by robot arm 12. Then, a bend operation is 
performed on workpiece 16 at stage 1. In performing the bend 
operation, die rail 22 moves upward (along a D axis), as 
indicated by the directional arrow A in Fig. 2. As punch tool 
18 and die 19 simultaneously contact workpiece 16, so that 

20 workpiece 16 assumes a relatively stable position within press 
brake 29, gripper 14 will release its grasp on workpiece 16, 
and robot 12 will move gripper 14 away from workpiece 16. 
Press brake 29 will then complete its bending of workpiece 16, 
by completing the upward movement of die 19 until the proper 

25 bend has been formed. - 

Once die 19 is engaged against punch tool 18, holding 
workpiece 16 in its bent state, before disengaging die 19 by 
lowering press brake 29, robot arm 12 will reposition its 
robot arm gripper 14 to hold workpiece 16 r Once gripper 14 is 

30 holding workpiece 16, die 19 will be disengaged by releasing 
press brake 29. Robot 12 then maneuvers and repositions 
workpiece 16 in order to perform the next bend in the 
particular bend sequence that has been programmed for 
workpiece 16. The next bend within the bend sequence may be 
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performed either at the same stage, or at a different stage, 
such as stage 2, depending upon the type of bends to be 
performed, and the tooling provided within press brake 29. 

Depending upon the next bend to be performed, and the 
5 configuration of workpiece 16, the gripping position of 
gripper 14 may need to be repositioned. Repositioning gripper 
32, shown in Fig. 1, is provided for this purpose. Before 
performing the next bend, for which repositioning of robot 
• gripper 14 is needed, workpiece 16 will be moved by robot 12 

10 to repositioning gripper 32. Repositioning gripper 32 will 
then grasp workpiece 16 so that robot gripper 14 can regrip 
workpiece 16 at a location appropriate for the next bend or 
sequence of bends. 

(b) The Control System 

15 The bending workstation 10 illustrated in Fig. 1 is 

controlled by several control devices which are housed 
separately, including an MM20-CAPS interface 4 0, a press brake 
controller 42, a robot controller 44, and a load/unload unit 
controller 46. Press brake controller 42 comprises an NC9R 

20 press brake controller, and robot controller 44 comprises a 
25B robot controller, which are each supplied by Amada. Each 
of press brake controller 42 and robot controller 44 have 
their own CPU and programming environments. Load/unload unit 
controller 4 6 comprises a stand alone Programmable Logic 

25 Controller (PLC) , and is wired to respective consoles provided 
for press brake controller 42 and robot controller 44. 

Each of controllers 42, 44, and 46 has a diff erent . style 
bus, architecture, and manufacturer. They are coordinated 
primarily by parallel I/O signals. Serial interfaces are 

30 provided for transporting bending and robot programs to the 
controllers, each of which is programmed in a different manner. 
For example, logic diagrams are used to program the PLC of the 
load/unload controller 46, and RML is used to program robot 
controller 44. 
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(c.) ThP nftsioP ^Tinfactnrp Process 

The overall design/manufacture process for bending sheet 
metal includes several steps. First, a part to be produced is 
typically designed using an appropriate CAD system. Then, a 
5 plan is generated which defines the tooling to be used and a 
sequence of bends to be performed. Once the needed tooling is 
determined, an operator will begin to set up the bending 
workstation. After the workstation is set up, the plan is 
executed, i.e., a workpiece is loaded _ and operation of the 

10 bending workstation is controlled to execute the complete 
sequence of bends on a blank sheet metal workpiece. The 
results of the initial runs of the bending workstation ,are 
then fed back to the design step, where appropriate 
modifications may be made in the design of the part in view of 

15 the actual operation of the system. 

In the planning step, a plan is developed for bending 
workstation 10 in order to configure the system to perform a 
sequence of bending operations. Needed , hardware must be 
selected, including appropriate dies, punch tools, grippers, 

20 and so on. In addition, the bending sequence must be 
determined, which includes the ordering and selection of bends 
to be performed by bending workstation 10. In selecting the 
hardware, and in determining the bending sequence, along with 
other parameters, software will be generated to operate 

25 bending workstation 10, so that bending workstation 10 can 
automatically perform various operations .of the bending 
process. 

A plan for a BM100 bending workstation includes 
generated software such as an NC9R press brake program and a 
30 25B RML robot program. Each of these programs may be created 
with the use of an initial part design created from a CAD 
system. Both the robot program and the bending program must 
be developed manually, and are quite labor-intensive. 
Previously developed programs are classified by the number of 
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bends and/or by the directions of the bends. Engineers 
examine each part style to determine if previously developed 
and classified programs may be used or whether a new program 
must be written. However, since each classified program 
5 typically supports only a narrow range " of acceptable part 
dimensions, new programs must frequently be written by the 
engineers. The final RML ■ robot program, when complete, is 
compiled and downloaded by the MM20-CAPS system 40 to robot 
controller 44. The bending program is entered and debugged on 
10 a control pendant provided on press brake controller 42. 
After entering the robot and bending programs into the system, 
an operator performs several manual operations to walk the 
system through the several operations to be performed. For 
example, an operator will manually operate a hand-held pendant 
15 of the robot controller to manually move the robot to the 
loading and unloading positions, after which the interface 
console 40 will store the appropriate locations into the final 
RML program to be compiled and downloaded to robot controller 
44. In addition, in producing the bending program, the 
20 operator may control the system to follow the planned bend 
sequence, in order to determine the values for the backgage 
position (L axis) and the die rail position (D axis) . 
■(d) intelligen t Manufacturing Workstations 
Various proposals have been made in order to overcome 
25 many of the drawbacks with prior systems such as the BM100 
Amada bending workstation, and research has been conducted in 
the area of -intelligent manufacturing workstations. Some 
proposed features of intelligent sheet metal bending 
workstations included features such as open architecture, 
30 including open system configurations and distributed decision 
making, and enhanced computer aided design and geometric 
modeling systems. 

A paper entitled "Intelligent - ^ Manufacturing 
Workstations" was presented at the 1992 ASME Winter Annual 
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Meeting regarding Knowledge-Based Automation of Processes on 
November 13, 1992 by David Alan Bourne; the content of the 
Paper is expressly incorporated herein by reference in its 
entirety. In the Paper, an intelligent manufacturing 
5 workstation is defined as a self-contained system that takes a 
new design for a part and manufactures it automatically. The 
process is stated to include automated setup, part programming, 
- control, and feedback to design. 

The Paper discusses several components of an overall 
10 intelligent manufacturing workstation, including features such 
as open architecture, the use of software modules that 
communicate via a query-based language, part design, 
operations planning, workstation control, and geometric 

modeling. 

15 (1) nppn Arc hitecture 

It has been recognized that an effective intelligent 
manufacturing workstation should have open software, open 
controller and open mechanism architecture. That is, a 
machine tool user operating such a workstation should be able 

20 to add onto the software, the controller, and the mechanism 
architectures of the workstation in order to improve their 
functions. 

(2 ) gnfi-w^rP M o Hnt^ using Onerv-Based Language 
Software modules have been suggested, in the above-noted 

25 paper by David Bourne, for use in an intelligent manufacturing 
workstation.' Such modules would be split along knowledge 
boundaries which have been defined in industrial practice, 
including, e.g., tooling, operations, programming, planning 
and design. The software modules would be responsible for 

30 understanding commands and data specifications, and for 
answering questions in their own area of specialty. A 
particular module might be configured to request information 
from other modules so that it has adequate information to 
solve its designated problems, to communicate in a standard 
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language, and to work on several problems at once. In 
addition, each module would know which other module to ask for 
information and provide assistance in formulating a question 
for the receiving module. The general software architecture 
proposed in the above-noted Paper is illustrated in Fig. 4. 
The proposed architecture includes a designer 50, a bend 
sequence planner 52, a module 54 for sequence planning, 
execution and error handling, a modeler 56, a module 58 for 
sensor interpretation, and modules 60, 62 for process control 
and holding, and fixturing. Each of the modules for sensor 
interpretation 58, process control 60, and holding and 
fixturing 62 are coupled to external machine and sensor drives 
64. A control subsystem 68 is formed by several of the 
modules, including sequence planning, execution and error 
handling module 54, modeler 56, and the modules for sensor 
interpretation 58, process control 60 and holding and 
fixturing 62. Control subsystem 68 is shown, as being 
implemented within a Chimera operating system. All of the 
modules may be connected to other factory systems 66, 
including, e.g., systems for scheduling, operations, and 
process planning. 

(3) n^sicm Tools 

Experimentation has been conducted with design tools 
that constantly manage the relationship between a stock part 
and a final part as it is applied to sheet metal bending, as 
noted in the above-referenced Paper, and as disclosed by C. 
Wang in "A Parallel Designer for Sheet Metal Parts," 
Mechanical Engineering Master's Report, Carnegie Mellon (1992), 
the content of which is expressly incorporated herein by . 
reference in its entirety. The design information, which may 
be described in 3D, or as a 2D flat pattern, is automatically 
maintained (in parallel) with another representation of the 
developing part. In this way, a connection between each of 
the features of the initial stock part and the final part is 
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maintained. 

(4) ThP Plann ing System 

Once the design is complete, a planner typically then 
produces a plan which will later be used to execute the 
5 manufacturing process. The plan includes several instructions 
regarding the sequencing of machine operations to produce the 
desired part. An optimal plan will result in a reduction of 
setup time, a reduction in the existence of scrap after 
production of the parts, an increase in part quality, and an 

10 increase in production rate. To promulgate such advantages, 
the above-noted Paper recommends that as much specific 
knowledge as possible be separated from the planner so that 
the planner can be easily adapted to different machines and 
processes. A "query-based" planning system is thus proposed 

15 which shifts the emphasis of the planner to asking expert 
questions, rather than attempting to act as a self-contained 

expert. 

(5) Workstation Control 

The above-noted Paper proposes that the controller use 
20 an off-the-shelf engineering UNIX workstation as the core 
computing resource. The workstation may include in its back- 
plane an extension rack of special-purpose boards and an 
additional CPU that runs with a real-time version of the UNIX 
operating system, called CHIMERA-II. See, e.g., STEWART et 
25 al., Robotics Institute' Technical Report, entitled "CHIMERA 
II: A Real-Time UNIX-Compatible Multiprocessor Operating 
System for Sensor Based Control Applications, " Carnegie Mellon, 
CMU-RT-TR-89-24 (1989), the content of which is expressly 
incorporated by reference herein in its entirety. 
30 (6) r,AOTtiPtric Modeling 

Geometric modeling is an ■ important component in 
intelligent machining workstations. Several modelers have 
been experimented with during a project in the Robotics, 
Institute at Carnegie Mellon University. A geometric modeler 
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called "NOODLES" has been proposed for use as a modeler in an 
intelligent manufacturing workstation. The NOODLES modeler is 
discussed by GURSOZ et al., in "Boolean Set operations on non- 
manifold boundary representation objects," in Computer Aided . 
5 Design , Butterworth-Heinenmann LTD., Vol. 23, No. 1, January, 
1991, the content of which expressly incorporated by reference 
herein in its entirety. The NOODLES system makes far fewer 
assumptions about what constitutes valid edge topologies, and 
thus overcomes problems with other modeling systems, which 
10 would enter into infinite loops when the edge topology of a 
geometric model would violate system assumptions. 
5. Tprm Definitions 

For purposes of clarification, and to assist readers in 
an understanding of the present invention, the following terms 
15 and acronyms used herein are defined. 

bending apparatus /bending workstation - a workstation or 
■ apparatus for performing modern sheet metal working functions, 
including bend operations. 

bending sheets of malleable material - working of sheets 
20 of malleable material, such as sheet metal, including, and not 
limited to, up-action air bending, V bending, R bending, 
hemming, seaming, coining, bottoming, forming, wiping, folding 
type bending, custom bending, and so on. 

operations plan - a sequence of operations to be 
25 performed by a part forming apparatus in order to form a 
finished part from a piece of unfinished material. In the 
context of bend sequence planning, an operations plan (bend 
, sequence plan) comprises a sequence of operations to be 
performed by a bending apparatus for bending workpieces 
30 comprising sheets of malleable material, the sequence of 
' operations including a bend sequence which includes all of the 
bends needed to form a finished bent workpiece. 

subplan - a portion of a complete operations plan. In 
the context of bend sequence planning, a subplan comprises a 
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part of the information needed to set up and/or control a 
bending workstation/apparatus. 

gfflXMARV OF Tfp INVENTION 

In view of the above, the present invention, through one 
5 or more of its various aspects and/or embodiments, is thus 
presented to bring about one or more objects and advantages, 
such as those noted below. 

Generally speaking, it is an object of the present 
invention to provide an intelligent bending workstation 

10 environment/system which may be easily upgraded and integrated 
with additional or alternate hardware and software modules. A 
further object is to provide such a system which can be used 
to economically produce very small batch sizes (of one or more 
workpieces) with high quality, and in a short amount of time. 

15 In addition, an object is to provide such a system that is 
flexible and that is able to accommodate new and different 
part styles in the design and manufacture process. The system 
of the present invention is intended to operate efficiently in 
large volume production, and to learn from initial production 

20 runs in order to maximize efficiency. 

An additional object of the invention is ; to maintain 
quality of the produced parts throughout the process, and to 
avoid errors and collisions during execution of the process by 
the bending workstation. It is a further object of the 

25 present invention to provide an intelligent sheet metal 
bending workstation which makes small batches of sheet metal 
parts from CAD descriptions. In this regard, a process 
planner is provided that selects the necessary hardware (e.g., 
dies, punches, grippers, sensors) to be utilized by the 

30 bending workstation, determines bending sequences, and 
generates the necessary software to operate the bending 
machine. 

It is a further' object of the present invention to 
provide such' an intelligent, automated bending workstation 
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which first generates a process plan and then executes the 
generated plan using a real-time sensor-based control method. 
When the process is executed, the results thereof may be 
recorded for later review, so that the process may be refined" 
5 to make it more efficient, and to reduce the occurrence of 
errors during execution. 

An additional object of the present invention is to 
provide a system which can produce a plan for bending a sheet 
metal workpiece, in which the smallest number of tooling 

10 stages will be utilized to make the part. A further object is 
to provide a system that will efficiently and automatically 
produce the plan to be utilized by the bending workstation, 
set up the workstation, and execute the plan. 

The present invention, therefore, is directed to several 

is systems, methods and sub-components, provided in connection 
with a system for generating a plan which comprises a sequence 
of operations to be performed by a bending apparatus for 
bending workpieces comprising sheets of malleable material. 
The bending apparatus has a gripper for gripping a workpiece 

20 while performing a bend, and the sequence of operation 
includes a set of N bends for forming a finished workpiece 
from a stock sheet of malleable material. The system includes 
a proposing mechanism for proposing, for an mth operation 
within the sequence of operations, a plurality of proposed, 

25 operations including a plurality of proposed bends to be 
. performed by the apparatus. In addition,, the system includes 
a subplan mechanism for providing a proposed subplan that 
accompanies each proposed bend, and a generating mechanism for 
generating a plan including a sequence of bends from a first 

30 bend through an Nth bend, by choosing each bend in .the 
sequence of operations based upon the proposed bends and the 
. proposed subplan that accompanies each proposed bend. 

The proposing mechanism may be designed so that it 
proposes bends among the complete set of N bends that are 



12 



WO 96/15481 



PCT/JP95/D2291 



still remaining, or proposes bends among the complete set of 
bends that are still remaining less bends blocked due to 
constraints. In addition/ the proposing mechanism may propose, 
for an mth operation, a repositioning of a gripper 's hold on 

5 the workpiece. 

In accordance with a specific aspect of the invention, 
• the generated plan further includes at least part of the 
proposed subplans that accompany the chosen bends. The system 
may further include a mechanism for representing the mth 

10 operation as an mth level of a search tree. The proposed 
subplans may include setup and control information for the 
bending apparatus, and may further comprise final locations on 
the workpiece at which the gripper will grip the workpiece 
while performing the bends of the bend sequence. The proposed 

15 subplans may further include ranges of locations on the 
workpiece at which the gripper can grip the workpiece while 
performing the bends of the bend sequence. In addition, the 
proposed subplans may comprise: numbers representing a 
predicted " number of repositionings of the gripper needed to 

20 complete the sequence of bends, indications that the next bend 
in the sequence cannot be performed unless the gripper is 
first repositioned, and/or locations on the workpiece at which 
a repositioning gripper (i.e., a repo gripper) will grip the 
workpiece while performing a repositioning operation. 

25 Additionally, the proposed subplans " may include: tooling 
stages to be utilized to perform ' the bends in the • bend 
sequence, positions along a tooling stage at which the 
workpiece will be loaded into the bending apparatus in order 
to perform the bends, and/or motion plans for maneuvering 

30 around tooling stages in performing the bends. 

In accordance with a further aspect of the system, an 
estimating device is provided for estimating a cost to be 
- associated with each proposed bend. In this regard, the 
generating mechanism may generate a plan including a sequence 

.13 




WO 96/15481 PCT/JP95/02291 

of bends from a first through an Nth bend, by choosing each 
bend in the sequence of operations based upon the proposed 
bend, the proposed subplan that accompanies each proposed bend, 
and the estimated costs associated with each proposed berid. 
5 The estimated costs associated with an nth bend in the 
sequence of N bends may comprise a k cost calculated based 
upon an estimated amount of time it will take the bending 
apparatus to complete one or more operations of the bend. The 
estimated costs associated with an nth bend in a sequence of N 
10 bends may comprise an h cost calculated based upon an 
estimated total amount of time it will take the bending 
apparatus to complete one. ;or more operations of each of the 
rest of the bends in the bend sequence that follow the nth 
bend. 

15 The one or more operations of the bend which will be 

timed in order to calculate the k and h costs may comprise 
moving the workpiece from a tooling stage location of a 
preceding bend to a tooling stage location of the given bend. 
The one or more operations of a given bend may also comprise 

20 installing, when setting up the bending apparatus, an 
additional tooling stage needed to perform the given bend. 
The one or more operations of a given bend may also comprise 
repositioning of the gripper's hold on the workpiece before 
performing the given bend. 

25 In accordance with a further aspect of the present 

invention, the proposing mechanism and the generating 
mechanism collectively comprise a bend sequence planning 
module, and the subplan mechanism and the estimating mechanism 
collectively comprise a plurality of expert modules. The 

30 expert modules may each operate the subplan mechanism and the 
estimating mechanism when the proposing mechanism proposes a 
proposed operation for performance as the mth operation within 
the sequence of operations. The plurality of expert modules 
may comprise a holding expert module which is capable of 
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operating the subplan mechanism to provide a proposed subplan, 
including information regarding a location on the workpiece at 
which the gripper can hold the workpiece while performing the 
bends of the bend sequence. The plurality of expert modules 
5 may comprise a holding expert module which is capable of 
operating the estimating mechanism to estimate a holding cost, 
calculated based upon whether a gripper' s hold on the 
workpiece is to be repositioned before performing a given bend. 
In addition,, the plurality of expert modules may comprise a 

10 tooling expert module which - is capable of operating the 
subplan mechanism to provide a proposed tooling subplan that 
includes information regarding a position along a tooling 
stage at which the workpiece will be loaded into the bending 
apparatus in order to perform a given bend. The tooling 

15 expert may. also be capable of operating the estimating 
mechanism to estimate a cost based upon an amount of time to 
install, when setting up the bending apparatus, an additional 
tooling stage needed to perform a given bend. The motion 
expert module may also be capable of operating the estimating 

20 mechanism to estimate a cost based upon 'a calculated travel 
time for moving the workpiece from a tooling stage location of 
one bend to a tooling stage location of a next bend. 

In accordance with an additional aspect of the invention, 
the bend sequence planning module may be capable of querying 

25 each of the expert modules for a subplan and estimated costs . 
In addition, each of the expert modules may be capable of 
responding' to a query by returning a savelist. to the bend 
sequence planning module, whereby the savelist includes a list 
of names of attributes, and values respectively corresponding 

30 to the attributes, to be saved by the bend sequence planning 
module. 

As a further aspect of. the invention, the system 
includes a prioritizing mechanism for prioritizing proposed 
bends in accordance with bend heuristics determined based upon 
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the geometry of the workpiece. The generating mechanism may 
generate a plan, including a sequence of bends from a first 
through an Mth bend, by choosing each bend in the sequence of 
operations based upon the prioritized proposed bends and the 
5 proposed subplan that accompanies each proposed bend. The 
prioritizing mechanism may be provided with a mechanism for 
discounting an estimated cost of a bend having a high priority 
and increasing an estimated cost for a bend having a low 
priority. 

10 In accordance with a further aspect of the invention, a 

determining mechanism may be provided for determining the time 
needed for, and the feasibility of, producing one or more 
parts with the bending, apparatus based upon the generated plan. 
In addition, the system may be provided with a mechanism for 
15 performing calculations of the costs of producing a given 
batch of parts, based upon the time determined by. the 
determining mechanism. In addition, or in the alternative, 
the system may be provided with a mechanism for redesigning 
the part based upon the time and the feasibility 
20 determinations made by the determining mechanism. The system 
may be further provided with a mechanism for scheduling . 
manufacturing with the bending apparatus depending upon the 
determined amount of time for producing one or more parts. 

In addition to the above-described system, the present 
25 invention is further directed to a computerized method for 
selecting a gripper for holding a workpiece. The gripper is 
selected for use in a bending apparatus for bending unfinished 
workpieces comprising sheets of malleable material. The 
method includes reading information describing the geometry of 
30 a library of grippers to be chosen from, forming a set of 
available grippers excluding grippers that have certain 
undesired geometric features, and choosing a gripper from a 
set of available grippers. The gripper is chosen as a 
function of the width of the gripper, the length of the 
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gripper, and the knuckle height of the gripper. The gripper 
may include a gripper for holding the workpiece while loading 
and unloading the workpiece into and from a die space of the 
bending apparatus. In this regard, the method may include a 
step of predicting, for each gripper within the set of 
available grippers, a repo number equal to.an estimated number 
of times the bending apparatus will need to change the 
position at which the gripper is holding the workpiece in 
order to perform a complete sequence- of bending operations on 
the workpiece. The smallest predicted repo number is then 
determined, and the set of available grippers is adjusted to 
include the available grippers having a repo number equal to 
the smallest predicted repo number, before choosing (from 
among the set of available grippers) a gripper as a function 
of the gripper' s width, length, and knuckle height. 

The gripper may alternatively comprise a repo gripper 
for holding the workpiece while a robot changes its grip on 
the workpiece. In this regard, the method may be further 
provided with a step of constructing data representations of 
the respective intermediate shapes of the workpiece when repo 
operations are to be performed by the bending apparatus, and 
utilizing the intermediate shapes to determine which grippers 
are excluded from the set of available grippers. The grippers 
that cannot securely grasp the workpiece, considering all of 
25 the constructed intermediate shape representations, are 
excluded from the set of available grippers. 

in addition to the above-described system and method, 
the present invention is further directed to a computerized 
method for determining a location at which a gripper can hold 
30 a malleable sheet workpiece while a bending apparatus performs 
an mth operation on the workpiece. The bending apparatus 
performs a sequence of operations, including the mth operation, 
in accordance with a bending plan. The sequence of operations 
includes a sequence of bends from a first bend through an Nth 
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bend, and the shape of the workpiece changes to several 
intermediate shapes as the bending apparatus progresses 
through the sequence of bends. A set of topographic 
representations is formed by repeatedly generating, along 
5 edges of the workpiece, as a 'variable i is varied, a graphic 
representation of areas on the workpiece within which the 
gripper location can be without hindering performance of an 
ith operation. A determination is made as to whether or not 
the performance of the ith operation will be hindered by 
10 taking into consideration the intermediate shape of the 
workpiece when the ith operation is performed. The method 
further includes the step of determining the intersection of 
all the . geographic representations within the set to thereby 
determine the areas common to the given plurality of 
15 operations in the sequence of operations. The mth operation 
may include changing a robot's grip on the workpiece between 
bends in the sequence of bends, and/or performing a bend 
within the sequence of bends. 

In addition to the above, the present invention may be 
20 directed to a computerized method for selecting tooling to be 
used in a bending apparatus for bending a workpiece comprising 
a sheet of malleable material. The tooling includes at least 
a die and a punch, and the bending apparatus performs, 
utilizing the selected tooling, a sequence of operations 
25 comprising, a sequence of bends from a first bend through an 
Nth bend. The method comprises steps of. reading information 
describing in the geometry of dies and punches, and forming 
sets of feasible dies and punches excluding dies and punches 
that have an insufficient force capacity to bend the workpiece 
30 and that are incapable of forming desired bends in the 
workpiece resulting in desired angles and. desired inside radii. 
In addition, the method includes a step of choosing an 
appropriate die and appropriate punch that most closely 
satisfies force, bend angle, and inside radii requirements, 
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excluding punches that will likely collide with the workpiece 
as determined by failure of a geometric collision test. 

The geometric collision test may be performed by 
modeling a finished 3D workpiece and, for each bend in the 
5 sequence of bends, aligning the modeled finished 3D workpiece 
between a model of each feasible punch and a model of a chosen 
die. 

In addition to the above, the present invention may be 
directed to a computerized method for determining a layout of 

10 tooling stages along a die rail of a bending apparatus. The 
bending apparatus is adapted to bend workpieces comprising 
sheets of malleable material, by performing a sequence of 
operations comprising a sequence of bends from a first bend 
through an Nth bend. The method includes a step of deciding 

is on an arrangement of a plurality of stages along the die rail 
• and calculating lateral limits based upon the amount by which 
the workpiece extends beyond a side edge of a tooling stage 
for the bends of the sequence of bends. In addition, the 
method includes determining a largest lateral limit for each 

20 side of the stage, and spacing adjacently arranged stages to 
have a gap between adjacent side edges that is greater than or 
equal to the larger of the determined largest lateral limits 
of the adjacent side edges. 

In addition to the above-described system and methods, 

25 the present invention may be directed to a system for 
generating a plan and for controlling a bending apparatus. As 
described above, the plan comprises a sequence of operations 
to be performed by the bending apparatus, and the bending 
apparatus is adapted to bend workpieces comprising sheets of 

30 malleable material. The sequence of operations includes a 
sequence of bends, from a first through an Nth bend, for 
forming a finished workpiece from a stock sheet of malleable 
material. The system includes a setup planning mechanism for 
generating the sequence of bends and a setup subplan that 
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includes information regarding the manner in which the bending 
apparatus is to be set up before commencing the first bend in 
the sequence of bends. In addition, the system includes a 
forwarding mechanism for forwarding the setup subplan, once 
5 generated, to a signalling device for signalling commencement 
of setup operations to be performed in accordance with the 
setup subplan. A finalize mechanism is further provided for 
generating detailed subplan information to complete the plan 
after the setup subplan has been generated. At least , part of 

10 the detailed subplan information- is generated after the 
commencement of setup operations has been signalled by the 
signalling device. The setup subplan may include one or more 
of the following types of information: information regarding 
the layout of tooling stages; information regarding tooling 

15 die and punch profiles to be utilized in the bending 
apparatus; positions of tooling stages along a die rail of the 
bending apparatus; information regarding what type of gripper 
to use for manipulating the workpiece through the bend 
sequence; and information regarding what type of repo gripper 

20 to use for holding the workpiece while a gripper changes its 
grasp on the workpiece in between bends of the bend sequence. 

The forwarding device may include a device for 
forwarding instructions to a sequencer module which directs 
performance of automated setup operations on the bending 

25 apparatus. In addition, or in the alternative, the forwarding 
device may also, or in the alternative, create a visual 
representation of setup operations to be performed on the 
bending apparatus so that a human operator can thereby perform 
the setup operations. 

30 In addition to the above-described systems and methods, 

the present invention may be directed to a system for 
performing setup operations on a bending apparatus so that the 
bending apparatus can be utilized to perform bending 
operations on workpieces comprising sheets of malleable 
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material. The bending apparatus includes a die, a tool punch 
holding mechanism, and one or more tooling stages* Each 
tooling stage includes a die mounted on the die rail and a 
tool punch held by the punch holding mechanism. The system 
5 further includes a mechanism for receiving information 
regarding a location of each of the one or more tooling stages 
along the die rail, and a control mechanism for controlling a 
position of a guide member along at least one of a die rail 
and the tool punch holding mechanism based upon the received 
^ 10 information so that at least one of the die and the tool punch 
can be aligned with reference to the guide member and so that 
the resulting tooling stage will be at a desired location 
along the die rail. 

The control mechanism may be capable of positioning the 
15 guide member to be at a specified position along the die rail 
and to be within a certain distance from the die rail, whereby 
a die of a tooling stage to be aligned can be abutted against 
the guide member in order to properly position the tooling 
stage along the die rail. The guide member may include a 
20 backgage finger of a mechanism for performing backgaging when 
loading a workpiece into the bending apparatus. 

In addition to the above-described systems and methods', 
the present invention may be directed to a system for 
executing a plan for controlling a bending apparatus for 
25 bending workpieces comprising sheets of malleable material. 
The plan includes a sequence of operations to be performed by 
the bending apparatus. A sensor-based control mechanism is 
provided for performing an operation, including moving a 
workpiece from one position to another, with the bending 
30 apparatus utilizing a sensor output to modify the movements of 
the workpiece. A measuring device measures an amount by which 
the movement of the workpiece was modified due to the sensor 
output, and a learned control mechanism performs the operation, 
including 'moving the workpiece from one position to another, 
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without modifying the movement of the workpiece utilizing, a 
sensor output. The learned control mechanism controls 
performance of the operation based upon the amount measured by 
the measuring device. 
5 The above-listed and other objects, features, and 

advantages of the present invention will be more fully set 
forth hereinafter. 

10 rrt'ff descr iption of the drawings 

The present invention is further described in the 
detailed description which follows, by reference to the noted 
plurality of drawings by way of non- limiting examples of 
illustrative embodiments of the present invention, in which 
15 like reference numerals represent similar parts throughout the 
several views. of the drawings, and wherein: 

Fig. 1 illustrates a prior art bending workstation; 
Fig. 2 illustrates part of a side view of a prior art 
bend press; 

20 Fig. 3 illustrates a partial front view of a prior art 

bend press; 

Fig. A illustrates a prior art bend planning and control 
system; 

Fig. 5A illustrates a bend planning and control system 
25 provided in accordance with an illustrated embodiment of the 
present invention; 

Fig. 5B illustrates a stage setup' controlling system; 

Fig. - 5C illustrates a top view of a die rail with a 
stage setup operation being performed thereon; 
30 Fig. 6 illustrates a bend planning and control system 

with a detailed diagram of control system 75 as illustrated in 
Fig. 5A; 

Fig. 7 illustrates a high level flow chart of an overall 
planning process to be performed by the illustrated planning 
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system; 

Fig. 8 illustrates a flat workpiece provided for 
purposes of describing labeled geometric bend-related 
features;. 

5 Fig. 9 illustrates a flat workpiece and a corresponding 

search tree; 

Fig. 10 illustrates a thickness transformation of a 
single workpiece; 

Fig. 11 illustrates a thickness transformation of an 
io assembly of workpieces; 

Fig. 12 illustrates a geometric modeling file structure 
with and without a thickness transformation; 

Fig. 13A illustrates a plurality of functions of a 
design system for intelligent bend planning; 
15 Fig. 13B illustrates a part modeler for modeling parts 

based upon a design system's output shape file; 

Fig. 13C and Fig. 13D respectively illustrate a 2D 
representation and a 3D representation of a workpiece; 

Figs. 14A-14E illustrate an example graphic user 
20 interface of the CAD system provided in the illustrated . 
embodiment, and the steps of designing a part utilizing such a 
graphic interface; 

Fig. 15A illustrates a side view of a bent workpiece 
with thickness; 

25 Fig. 15B illustrates a top view of an undeveloped flat 

2D workpiece representation; 

Fig. 15C illustrates a top view of a developed flat 2D 
workpiece representation; 

Fig. 16 illustrates a 2D drawing corresponding to a bend 

30 graph listing; 

Fig. 17A illustrates a BM100 geometric modeling filing 

structure; 

Fig. 17B illustrates a tooling modeling file structure; 
Fig. 18A illustrates a gripper modeling file structure; 
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Fig. 18B illustrates a part modeling file structure; 

Fig. 19 illustrates an FEL planning message to be sent 
from a bend sequence planner to a motion expert; 

Fig. 2 OA presents an example of a workpiece and a search 
5 tree generated in accordance with the workpiece; 

Fig. 20B illustrates an example workpiece and search 
tree with bend twin nodes; 

Fig. 20C illustrates an example workpiece and ' search 
tree with a constrained bend twin node; 
10 Figs. 20D and 20E illustrate example workpieces with co- 

linear bends; 

Fig. 21 illustrates a general example flow chart of A* 
applied to sheet metal bending; 

Figs. 22A-22D illustrate the main flow of an embodiment 
15 of the bend sequence planner illustrated herein; 

Figs. 23A-23D illustrate a process for performing 
subplanning and cost assignment; 

Fig. 24 illustrates an example workpiece and search tree, 
with calculated costs illustrated; 
20 Fig. 25A is an example workpiece having an inner tab; 

Fig. 25B is an example workpiece with outer and inner 
bend lines; ' 

Fig. 25C is an example workpiece with short and long 
bend lines; Fig. 25D is an example portion of a bent workpiece, 
25 with abutting inside and outside corner edges; Fig.25E 

represents an example cutaway portion of a workpiece with co- 
linear bends; Fig. 26A, 26B, 27A-27C show example workpiece 
used to explain costraint expressions; 

Figs. 28 comprises a graph comparing the histories of 
30 nodes b6' and b6; 

Fig. 29 comprises a chart of a dialogue between the bend 
sequence planner and the holding expert; 

Fig. 30 illustrates a chart of a dialogue between the 
bend sequence planner and the tooling expert; 
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Fig. 31 illustrates a chart of a dialogue between the 
bend sequence planner and the motion expert; 

Fig. 32 illustrates a process of the selection of a 
robot gripper; 

5 Fig. 33A illustrates a flat . 2D workpiece with 

discretized x points illustrated thereon; 

Fig. 33B illustrates a bent 3D workpiece with 
discretized x points placed thereon; 

Figs. 34A-34B illustrate a process for predicting . a 
10 minimum number of repos to be performed before the search; 

Figs. 35A-35B illustrate a process for predicting a 
minimum number of repos to be performed during the search; 

Figs. 36A-36B illustrate a process for determining the 
robot's grasp locations on the workpiece; 
15 Fig. 37 illustrates a' 2D workpiece having both sheet and 

edge coordinate systems; 

Fig. 38 illustrates a 2D workpiece and the illustrated 
generation of available Y grasp locations; 

Fig. 39 is a diagram representing the intersections 
20 grasp regions to determine of a final grasp region before a 
repo is performed; 

Fig. 40. comprises examples of grasp regions in different 

levels of the search; 

Fig. 41 illustrates a process for determining the repo 

25 gripper location; 

Fig. 42 illustrates a process for selecting a repo 
gripper before performance of a state-space search; 

Figs. 43A-43B illustrate a process for selecting a repo 
gripper to be performed after a state-space search; 
30 - Fig. 44 illustrates a bin-packing process to be 

performed before a search; 

Fig. 45 illustrates a graphic representation of the 
steps utilized to determine an initial tooling h-cosf (based 
upon the total predicted stages which will be needed to 



25 



WO 96/15481 PCT/JP95/02291 

perform the complete bend sequence) ; 

Fig. 46 illustrates the steps of a process for 
determining the initial tooling h-costs; 

Fig. 47A illustrates a process of selecting tooling to 
5 be used; 

Figs- 47B-47C illustrate a process for performing stage 
planning; 

Figs. 48A-48C are graphic representations of a modeled 
bend press and workpiece which will be utilized during stage 
10 planning; 

Fig. 49 illustrates a process of fine motion planning; 

Fig. 50 illustrates process steps- performed: by the 
motion expert to calculate k and h costs; 

Fig. 51 is a graphic representation of models of a bend 
15 press, a robot, and a workpiece, the models being used for 
determining a gross motion plan; 

Fig. 52 is a block diagram which illustrates the 
structure of the controller software of the planning system 
illustrated herein; 
20 Fig. 53 illustrates the main process steps of the 

sequencer task provided within, the sequencer of- the planning 
system illustrated herein; 

Fig. 54 illustrates the steps performed in executing a 
bend in accordance with a developed plan; 
25 Fig. 55 illustrates a robot task which forms part of the 

control system; 

Fig. 56 illustrates a press and loader/unloader (L/UL) 
task of the control system; 

Fig. 57 illustrates a backgage task of the control 

30 system; and 

Fig. 58 is a flow chart demonstrating the main steps 
performed in a learning process that may be performed by the 
planning system illustrated herein. 

RRTEF DESCRIPTION OF THE APPENDICES 
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The present invention is further exemplified by a 
plurality of listings which are provided in the Appendices, 

wherein: 

Appendix A is an output shape file produced by a CAD 
system which includes a geometric/topological data structure 
of a workpiece as illustrated in Fig. 14E; 

Appendix B comprises an example bend graph listing 
formed from the geometric/topological data structure provided 
in the listing of Appendix A; 

Appendix C is an exemplary listing representing the FEL 
raessages that may be generated and forwarded between the bend 
sequence planner and various experts during the planning 

process; and J . . 

Appendix D is an example specification for a listing 
which represents the final plan in FEL which is forwarded from 
bend sequence planner to the sequencer of the planning and 
control system 71 illustrated herein. 

rrTr TT |f . ^er pxPTTnw OF THF TT,T,TTSTRMET> 1WOPI*CTS 

1. Planing, toi-yn and Control 

Referring now to the Figures in greater detail, Fig. 5 
illustrates a block diagram of an embodiment of a planning and 
control system 70 for an intelligent manufacturing bending 
workstation. In the illustrated embodiment, planning and 
control system 70 includes a CAD system 74, a bend sequence 
planner 72, a plurality of experts (sub-planners), and a 
sequencer 76. Planning and Control System 70 is connected to 
hardware and sensors 78 via an interface 77. 

The experts include a tooling expert 80, a holding 
expert 82 and a motion expert 84. Additional experts may be 
provided, such as sensing expert 85 illustrated in dotted 
lines. Bend sequence planner 72, experts 80, 82, and 84, and 
CAD system 74 may be implemented within a UNIX-compatible 
environment on a workstation computer such as a Sparc 10 Sun 
OS v 4 1 3 Sequencer 76 may be implemented ^ within an 
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additional CPU coupled^ to the Sun workstation via a bus 
adaptor. The bus adaptor may comprise a BIT 3 VME-to-VME bus 
adaptor which extends between the Sun workstation and a remote 
VME bus passive back-plane. The passive back-plane may hold 
5 several interface mechanisms such as VME (Virtual Memory 
Extension) boards, which together form part of interface 77 as 
illustrated in Fig. 5. Sequencer 7 6 may be implemented within 
a real-time UNIX-compatible multiprocessor operating system 
such as CHIMERA, and may be run by the additional CPU which is 
o provided in the computer workstation's back-plane. 
Accordingly, in the illustrated embodiment (shown in Fig. 5), 
CAD system 74, bend sequence planner 72, experts 80, 82, 84 
(and 85) and sequencer 76 are each implemented primarily with 
software which controls the operations of a computer utilizing 
a UNIX-compatible operating system. Sequencer 7 6 is 
implemented within a real-time UNIX-compatible multiprocessor 
operating system such as CHIMERA. 

CAD system 74 is utilized to design a sheet metal 
configuration, by defining the shape of a stock (flat) sheet 
metal part and the bends to be performed on the stock part to 
form a desired three-dimensional finished part. In designing 
the sheet metal part, CAD system 74 forms one or more 
information files which describe the part. As a three- 
dimensional part is designed, in a preferred embodiment, the 
CAD system maintains in memory, and visually, a three- 
dimensional representation of the sheet metal part in parallel 
with a two-dimensional representation of the part. The 
designer may modify the design by adding or removing details 
to or from either representation. CAD system 74 may also 
perform functions such as gathering and/or generating 
information needed for geometric ' modeling and requesting 
advice from bend sequence planner 72 as to whether certain 
design features can be implemented by the bending workstation. 
Bend sequence planner 72 operates in cooperation with 
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tooling expert 80, holding expert 82, motion expert 84, and 
any other experts (e.g., sensing expert 85) to produce a plan 
for complete part production by a bending workstation of the 
part designed with the use of CAD system 74. Bend sequence 
5 planner .72 performs functions such as proposing a particular 
bend in a hypothetical . bend sequence, and determining what 
initial steps must be performed by the system in order to 
execute- such a bend having a position within the hypothetical 
bend sequence. In determining the consequences of the 

10 proposed bend, bend sequence planner 72 may query tooling 
expert 80 as to what tooling would be needed to execute the 
proposed bend, querying holding expert 82 as to how the 
workpiece can be held while performing the proposed bend, and 
querying the motion expert 84 as to whether and to what extent 

15 the robot (which is holding the workpiece) can be manipulated 
to assist in making the bend. If a sensing expert 85 is 
provided, bend sequence planner 72 might query sensing, expert 
85 as to whether a particular sensor-based control strategy is 
needed in order to facilitate the execution of the proposed 

20 bend by the workstation and the costs associated with a 
particular sensor-based control strategy. Bend sequence 
planner 72 may be configured to continually propose bends from 
a first bend consecutively to a last bend in a complete bend 
sequence, thus resulting in a complete set of bends to perform 

25 the final workpiece. Once the successful final bend sequence 
has been generated in this manner, bend sequence planner 72 
may be configured to generate a final plan (which includes- a 
general list of steps and accompanying information needed to 
control execution of the various hardware elements of the 

30 workstation), and forward the plan to sequencer 76. 

Sequencer 76 directs execution of the plan developed by 
bend sequence planner 72. Sequencer 7 6 interprets commands 
given by bend sequence planner 72 in the resulting plan, and 
controls timing of the various commands by 'parsing the 
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commands and information accompanying the commands and placing 
them, into queues provided for each of the main hardware 
elements of the sheet metal bending workstation. 

Controller 75 comprises a plurality of tasks which 
5 correspond to the various hardware elements of the workstation. 
Each task is activated by the sequencer in an appropriate 
manner in accordance with the plan forwarded by the planner. 

(a) The Planning System Operations: P lanner and Snb- 

placers 

10 Bend sequence planner 72, and the several sub-planners 

including, e.g., tooling expert 80, holding expert 82 and 
motion expert 84, (and sensing expert 85), form a planning 
system 71 . 

Bend sequence planner 72 analyzes the designed part 
15 (Sheet metal workpiece), provided by CAD system 74, and offers 
a bend sequence to be performed by the bending workstation. 
Planner 72 utilizes a state-space search method in order to 
determine an efficient sequence of bend operations that can be 
utilized by the bending workstation. Planner 72 converses 
20 with tooling expert^ 80, holding expert 82 and motion expert 84 
in order to obtain the information it needs to make its 
decisions. 

Tooling expert 80 responds to queries made by planner 72, 
and provides information to the bend sequence planner such as 

25 which tools will be needed for a particular bend operation or 
bend sequence. In addition, tooling expert 80 may inform bend 
sequence planner 72 of the arrangement of tools within the 
workstation. Tooling expert, in conjunction with planner 72, 
will attempt to design a setup of. tooling so that the fewest 

30 number of stages/toolings are utilized to make a particular 
part, i.e., to execute a complete bend sequence for making the 
part. 

Holding expert 82 makes holding-related , determinations, 
such as, e.g., whether the robot can hold the workpiece while 
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a particular bend, specified by bend sequence planner 72, is 
being performed. Holding expert 82 may also determine the 
location at which the robot should hold the workpiece so that 
the workpiece may be maneuvered through a series of bends, 
5 without collision, and without the need to change the robot's 
grasp on the workpiece. In addition, holding expert 82 may 
determine the position at which the repositioning gripper 
should hold the workpiece when the robot's grasp is being 
changed, and where suction cups 31 of loader/unloader (L/UL) 
io 30 should be placed during unloading and loading of the 
workpiece. 

Motion expert 84 is responsible for generating a motion 
plan, i.e., the manner in which the robot should be maneuvered 
in order to move the workpiece through various spaces and 
15 along various routes as needed to execute the bends. 

Bend sequence planner 72 and the respective experts may 
be modular to communicate with each other in a query-based 
manner. For example, before deciding to include a particular 
bend as part of the bend sequence, bend sequence planner 72 
20 may query tooling expert 80 as to whether there are sufficient 
tools to handle the bend. Bend sequence planner 72 will then 
await a response from tooling expert 80. Tooling expert 80 
will recognize the query from bend sequence planner 72, and 
will return with a response, e.g., indicating that there are 
25 sufficient tools to handle that particular bend noted by bend 
sequence planner 72. By way of example, bend sequence planner 
72 may also ask holding expert 82 if robot arm gripper 14" can 
remain holding onto the workpiece during a particular bend 
operation without repositioning its grasp of the workpiece. 
30 Holding expert 82 will then respond to the query made by bend 
sequence planner 72, and bend sequence planner 72 will then 
utilize the information to perform its next determination. 

Each of the modules of planning system 71 utilizes one 
or more functions provided by a geometric modeling library 
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(not shown) in order, to model the relative interactions and 
positions of each of the hardware components of the system as 
may be needed in making their determinations, 
(b) System Setup 

Once a plan is generated by the planning system, the 
system will perform a setup process. The setup process can be 
performed completely manually, or it may be automated in full 
or in part with the use of automated tool changers. The 
manual activities to be performed during the setup process may 
include downloading program data to dedicated controllers such 
as those illustrated in Fig. 1. 

As shown in Fig. 5C, each stage (stage 1 and stage 2 as 
illustrated in Fig. 5C) must be set up by placing a plurality 
of die segments 810a, 810b, and 810c in stage 1, and 811a, 
811b, and 811c for stage 2 along die rail 22. In order to 
gauge the location at which die segments for each stage will 
be placed, a human operator will typically measure the 
distance from the edge of the die rail 22 . to a particular edge 
of the die corresponding to each stage. For example, a 
measurement may be made from the left edge of die rail 22 to 
the left edge of each die set for each stage in order to 
position the die segments corresponding to each stage. 
Pursuant to a particular embodiment of the present invention, 
a mechanism may be provided for automatically providing a 
guide that can be used by the setup operator to place the die 
segments at the appropriate location along die rail 22 . Such 
a mechanism may comprise a backgage finger 88 which can be 
automatically positioned at a particular edge of each stage 
along die rail 22. For example, backgage finger 88 may be 
first located at location A for purposes of abutting first die 
segment 810a against backgage finger 88, and subsequent 
installment of second and third die segments 810b and 810c. 
After aligning die segments for stage 1, backgage finger 8 8 
may be automatically positioned to the next stage, i.e., stage 

32 



WO 96/15481 



PCT/JP9S/02291 



2. More particularly, backgage finger 88 may be positioned at 
one side of the die corresponding to stage 2. In the 
illustrated example, backgage finger 88 is positioned at the 
left edge of die 811. While backgage finger 88 is at that 
5 position, first die segment 811a may be placed along die rail 
22 and abutted against backgage finger 88 for alignment. 
Thereafter, die segments 811b and 811c may be placed on and 
secured to die rail 22. 

Fig. SB illustrates the main components for controlling 
10 the backgage finger 88 to assist in positioning an alignment 
of dies 810 and 811. ' The subsystem comprises an input control 
module 87a which includes a mechanism for instructing backgage 
servo controller 87b to move backgage finger 88 to one or more 
particular stage locations. 
15 According to Fig. 5A, alignment control module 87a may 

be provided in control portion 75 of planning and control 
system 70, while backgage servo controller 87b may be provided 
with an interface 77. More specifically, controller 75 may be 
provided with a backgage task module. The backgage -task 
20 module may be provided with a backgage finger die-alignment 
function which may be called by the backgage task module. In 
calling the die-alignment function, the backgage task module 
may activate and control a backgage servo controller through 
the use of a second level backgage device driver 206 (see Fig. 
25 6), which in turn interacts with an appropriate level 1 device 
driver such as an I/O device driver 220 which interacts with a 
parallel I/O card connected to the backgage hardware of the 
bending workstation. 

Another manual step that can be performed is positioning 
30 and/or adjusting of the punch holders 20. In addition, 
standard steps may be performed to align tool punch segments 
so that they are properly seated within each punch holder 20 
and correspond to the associated die segments. This may 
comprise operating the press so that the die segments and 
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corresponding tool punch segments are compressed against each 
other with a set amount of force. In addition, other standard 
adjustments and procedures, known to those skilled in the art, 
may be performed during setup. For example, loader/unloader 
30 may need to be adjusted so that suction cups 31 are 
properly positioned with respect to the workpiece 16. 

Workstation 10 may be configured to be controlled 
automatically by" the planning system, without any need for 
human intervention. In the event that certain control modules 
are still maintained as separate, e.g., separate robot control 
module 44 as shown in Fig. 1, along with separate press brake 
controller 42 and load/ unload controller 4 6, the planning 
system" may be configured to download appropriate components of 
the plan to the appropriate control modules. 

(c) Sequencing and Control 

In the illustrated embodiment, sequencer 7 6 is 
implemented within a real-time UNIX-compatible shell such as 
an -Ironies IV-3230 computer with a CHIMERA II operating system. 
Additional information regarding possible implementations of a 
real-time scheduler such as sequencer 76 is provided in the 
CHIMERA manual by Stewart, Schiaitz and Khosla, entitled 
"CHIMERA II Real-Time Programming Environment, Version 1.02" 
(October 29, 1990), the content of which is incorporated by 
reference herein in its entirety. Sequencer 76 schedules the 
general execution of the generated plan by control system 75, 
which utilizes interface architecture 77 to communicate with 
various, hardware elements and sensors within the system, 
depicted as hardware and sensors 78 in Fig. 5. 

Fig. 6 depicts in greater detail, sequencer 7 6, control 
system 75, and interface architecture 77. As illustrated in 
Fig. 6, sequencer 7 6 is connected to bend sequencer planner 72 
and is further connected to a plurality of modules which - 
comprise control system 75. The modules of control system 75 
include a robot task 92, a press and L/UL task 94, a backgage 
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task 96, a motion library 98, a speed control module 102 and a 
collision detection module 100. Interface architecture 77 
comprises a set of level 2 device drivers and another set of 
level 1 device drivers. The level 2 device drivers (DD's) may 
5 include robot DD 202, press and L/UL DD 204, backgage DD 206, 
gripper DD 208, gripper sensor DD 210, droop sensor DD 212, 
backgage sensor DD 214, and angle sensor DD 216. The level 1 
device drivers may include respective device drivers 220, 222 
and 224 for one or more parallel I/O VME cards, one or more 

10 A/D VME converter cards, and a robot servo control card. 

Accordingly, as illustrated by interface architecture 77, 
a two- level device driver format is recommended for 
interfacing the various tasks and control modules of control 
system 75 to the various hardware elements of the bending 

15 workstation. The first level device drivers comprise a UNIX- 
like interface, with commands supported including openO, 
closet), readO, write 0, ioctlO, and mnapO commands. The 
first level device drivers standardize the interface to the 
I/O ports to which the hardware devices are attached, such as 

20 parallel I/O ports, analog/digital converters and a robot 
servo control mechanism. The second level device drivers form 
an interface between the various modules of the control system 
75 and the first level device driver. Although there is no 
standard- interface routines provided for the second level 

25 device drivers, the second level device drivers may be 
implemented with the use of a standard form as disclosed in 
the above-noted CHIMERA manual. With the use of a two-level 
device driver format, a software interface system may be 
provided which is reliable, portable, and has code which is 

30 easily readable. Specific details regarding the device 
drivers, and examples implementations thereof, are provided m 
the above-noted CHIMERA manual, which has been incorporated by 

reference herein. 

As to the VME cards which are the actual ^ I/O ports 
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connecting the computer to the hardware elements, such cards 
may include, as noted above, one or more parallel I/O cards, 
such cards preferably having optically isolated connections 
between the computer and the various hardware elements 
5 connected thereto. In addition, the VME cards may include one 
or more Geonics motion two axis servo control cards II MCCII 
and one or more A/D converters having sufficient a number of 
channels and bit resolution, e.g., an A/D converter with 16 
channels and 12 bit resolution, such as the IMV-1645 Ironies 
-10 (Pent land-Burr-Brown MPV 950S) . The parallel I/O cards may 
include an 80-channel {with 64 usable channels) Xycom XVME-240 
card and/or 32-channel digital output boards such as the Xycom 
XVME-220 and/or XVME-212 boards. One or more A/D converters 
can be provided for inputting information such as reading 
15 various data produced by the sensors included " in the 
workstation, such as a gripper sensor, droop sensor, backgage 
sensor, and/or angle sensor. 

Each of the robot task 92, press and L/UL task 94, and 
backgage task 96, control the appropriate device drivers for 
20 controlling the corresponding hardware elements of the bending 
workstation. Several functions which must be performed during 
execution of various motion-related functions may be provided 
in motion library 98. Such functions may include kinematics, 
trajectory calculations and filtering. Any control functions 
25 relating to speed control, i.e., controlling the speed with 
which various physical elements (such as the robot) of the 
bending workstation are moved, may be implemented within speed 
control module 102. Collision detection module 100 is 
provided in order to perform collision detection which is 
30 needed in certain motion control processes during execution of 
the bend process.. 

Motion library 98 may further include dynamic motion 
control and sensor-based motion control modules which directly 
communicate with the second-level device drivers for 
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dynamically controlling the movement of various components of 
the bending workstation and for changing such control in 
accordance with sensor-based signals produced by the various 
sensors provided in this system- 
It is noted that in the parallel I/O cards, it is 
preferred that the computer be optically isolated from the 
actual hardware connections to prevent damage that may be 
caused by surges present at the hardware components. Other 
reasons for optically isolating the parallel I/O cards is to 
protect the computer and^ the cards and to prevent the 
occurrence of ground loops. However, it is not necessary that 
the A/D converters be optically isolated from. the sensors.. 
2. Bend Sequence Planner 

Bend sequence planner 72 of the embodiment shown in Fig. 
5A performs three main functions. It generates a bend 
sequence, including accompanying operations associated with 
each bend, queries experts as to the consequences' of the bend 
sequence as it is generated, and as to further plan details 
(subplans) needed to accomplish the generated bend sequence, 
and compiles all gathered/generated information in order to 
form an overall plan. The plan specifies the steps needed to 
execute the bend sequence by a control system which controls 
operations of the sheet metal bending workstation. Each of 
the' experts of the illustrated- planning system 71 performs 
three main functions when requested by planner 72. They each 
determine an incremental cost for performing an individual 
step within the bend sequence, develop proposed/ intermediate 
plan information, and communicate the incremental cost and 
plan information to bend sequence planner 72. The 
proposed/ intermediate plan information includes two types of 
information: definite information and indefinite information. 
Tor example, at a certain point in time during planning, 
holding expert 82 will know which regions of the workpiece may 
be grasped by the robot grasper to perform a given bend within 
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a bend sequence (the grasp regions being definite), but will 
not yet know the exact grasp location (the precise, grasp 
location being indefinite) . A temporary (indefinite) grasp 
location will be assigned by the holding expert 82, which can 
5 be verified at a later time. As noted above, sequence planner 
will query each . expert as to the consequences of a bend 
sequence as it is generated. 

The consequences of the bend sequence are represented in 
terms of cost. The costs of the bend sequence as it is 
10 generated may be determined as a function of one or more of: 
the amount of time that it takes to perform a particular 
operation within the bend sequence, the extent to which an 
operation within the bend sequence will affect the accuracy of 
the operation and the quality of the resulting workpiece, 
15 whether or not there are any safety concerns associated with 
performing a particular operation at a particular point in a 
bend sequence, and whether there are any heuristics which, if 
taken into account, would suggest performing one operation 
instead of another at a particular point in the bend sequence. 
20 Bend sequence planner 72 may query experts for 

information such as what tool profile should be utilized to 
perform certain bends of the bend sequence, what stage 
segments will be needed to form a given stage which will be 
needed to perform a bend, and where can/ should the robot . 
25 gripper grasp the workpiece in performing one or more bends of 
the bend sequence. In addition, planner 72 may query the 
experts as to when a repositioning of the workpiece should be 
performed in the bend sequence, and how should the robot and 
the workpiece be moved in order to execute various operations 
30 throughout the sequence, such as a bend, repositioning, 
workstation load, and/or a workstation unload. Fig. 7 

represents, in a high level flow chart, the major steps 
performed by an example embodiment of bend sequence planner 72 . 
In a first step SI, parallel design processing is -performed by 
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CAD system 74. • The parallel design processing may comprise, 
among other functions, labeling various geometries 
corresponding to respective portions of the workpiece, the 
resulting labels being used later (in step S3) by the bend 
5 sequence planner to determine whether heuristics should be 
•considered in generating the bend sequence plan. Subsequently, 
in step S2, a heuristics framework is produced to guide the 
bend sequence planner in choosing the bends that will form the 
bend sequence. In producing the heuristics framework for the 
10 bend sequence in step S2, a partial order of bending steps is 
computed that complies with certain specified heuristics. 
Subsequently, in step S3 a state-space search algorithm is 
performed which will be influenced by the heuristics framework. 
The state-space search algorithm performs an analysis of the 
15 implications of performing various bends in a prescribed order, 
by assigning costs to each bend in step S4. In order to help 
with the assignment of costs, in step S5, geometric reasoning 
is utilized, e.g., to determine the physical implications a 
particular bend will have by modeling the machine and the 
20 resulting workpiece as they relate to each other during the 
execution of each bend. 

The heuristics are taken into account by either reducing 
the assigned costs for a particular bend (if it is preferred 
due to heuristics) or by increasing the assigned costs (if the 
25 bend is not preferred due to heuristics) . A particular 
sequence of bends is thus developed in step S3, which can be 
executed to produce the desired finished workpiece. Once the 
state-space search algorithm is performed in step S3, a 
determination is made in step S6 as to whether or not a 
30 complete plan, including a complete bend sequence, has been 
generated. If a plan cannot be formed for the design that has 
been specified, the process returns to step SI, where the 
workpiece may be redesigned to form a part design for which an 
operational plan can be created. 
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If a determination is made in step. S6 that a complete 
plan was produced, the process will proceed to step SI, and 
the complete plan will be forwarded/ using FEL, to the 
sequencer, or the plan may be stored in a file for later 
5 retrieval and execution by the sequencer. - The state-space 
search algorithm will preferably comprise an A* algorithm, 
such as disclosed, e.g., by Nils J. Nilsson in "Problem- 
Solving Methods in Artificial Intelligence" McGraw-Hill Book 
Company, 1971, pages 43-67, the content of which is expressly 
10 incorporated herein by reference in its entirety. 

It is noted that the cost assignment step S4 may 
consider variables such as robot motion, gripping positions, 
the need for regripping, the need to change the gripper, 
tooling positions, and the need to change the tools. High 
15 costs are assigned for variables that will be time consuming, 
sacrifice quality, and/or expose the system to high risk. 

The above-described operations planning method can be 
termed generative planning (since it automatically generates a 
bending plan), with weak heuristics and state-space searching. 
20 In performing the method, a human inputs the design. A 
heuristi cs framework is defined using heuristics which are 
called "weak heuristics" because they comprise only a limited 
set of rules. Possible bends are considered, and costs are 
assigned to each considered bend. The costs assigned to the 
25 bends are influenced by the heuristics framework by augmenting 
or discounting the cost of a particular bend. A sequence, of 
bends of the least total cost is chosen utilizing a state- 
space searching algorithm. 

Generative planning with weak heuristics as disclosed 
30 herein should be contrasted with other approaches to 
operations planning. One such approach includes variant 
planning with case-based reasoning. In variant planning, a 
human inputs a design of a new part, and the design is coded 
according to an index. The index is used to look up an old 
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design which best resembles the current part to be designed 
and the problems to be solved. A human operator edits the old 
plan to solve the new problems, e.g., by editing an RML 
program. One of the problems noted with variant planning is 
5 that a similar design may require different or divergent 
solutions, which will not be discovered by comparison to old 
plans . 

Another approach to operations planning is generative 
planning with strong heuristics. With generative planning 

10 with strong heuristics, the human inputs the design and 
several labeled features of the new part. Heuristics are then 
used to determine the total ordering of bends and machine 
operations, thus being called "strong heuristics." A 
generative planning system with strong heuristics lacks the 

is flexibility and intelligence of a generative planning system 
with weak heuristics, and will likely be unable to handle 
unorthodox problems. Such a system has no understanding as to 
what heuristics work better in a particular situation, and 
which heuristics should be discarded. Moreover, such a system 

20 will be incapable of developing a plan in many cases. ^ 

nHwiristiCS 

Sheet metal bending heuristics can be taken into account 
by the bend sequence planner of the present invention. 
Several exemplary . bend heuristics will be described as follows. 
25 One heuristic is to bend -internal tabs early. Fig. 25A 
illustrates a workpiece 16 having an internal tab 33 which is 
to be bent along bend line 34a. In accordance with this 
■ heuristic, although there are other bends to be performed 
along bend lines 34b, 34c, and 34d, it is preferred that the 
30 internal tab 33 be bent along bend line 34a first. 

in accordance with another heuristic, it is desired that 
the bends along the outermost bend lines be performed before 
the bends along the inner bend lines. For example, referring 
to Fig 25B, a workpiece 16 is shown which includes outer bend 
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lines 35a, 35b, 35c, and 35d, along with inner bend lines 36a, 
36b, 36c, and 36d. In this illustrated example, in accordance 
with the heuristic, it is desired that the outer bends 
corresponding to outer bend lines 35a-35d be performed before 
the bends corresponding to inner bend lines 36a-36d. 

In accordance with a< third heuristic, it is preferred 
that shorter bends be performed before longer bends. Fig. 25C 
illustrates a workpiece having shorter bends along bend lines 
37a and 37b, and longer bends along bend lines 38a and 38b. 
Accordingly, it is preferred that the bends along bend lines 
37a and 37b be performed before the bends along bend lines 38a 
and 38b. 

In accordance with a fourth heuristic, it is. preferred 
that bends which form an outside face, of a corner .of a 3D 
workpiece, be performed before the abutting inside corner fase. 
Fig. 25D illustrates a workpiece 16 having an outside face 39a 
and an inside face 39b which each abut each other at a corner 
390. If the bend corresponding to the inside face was done 
first, then, when performing the bend corresponding to the 
outside face 39a, the press would not be able to cause the 
flange to be bent beyond its intended 90° angle. Accordingly, 
when the outside face springs back, it will not be flush with 
the end portion of inside face 39b. 

In accordance with an additional heuristic, co-linear 
bends are performed simultaneously. As shown in Fig. 25E, a 
workpiece 16 is shown to include two tabs 26a and 26b, which 
are each to be bent along bend lines 27a, 27b, respectively. 
Since the bend lines 27a and 27b are co-linear, in accordance 
with the heuristic, it is preferred that the bends along those 
bend lines will be performed simultaneously. 

. The above-described heuristics are only examples of the 
types of heuristics which may be taken into account by the 
bend sequence planner of the present invention. A larger or 
smaller set of heuristics, including all or a portion of the 
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above-listed heuristics, may be utilized by the bend sequence 
planner. 

In order to recognize when certain heuristics may apply 
to a given workpiece in developing the plan, a list of key 
5 features may be created which describe various geometric 
features of the workpiece .which can then be utilized by the 
bend sequence planner in applying the heuristic rules. A list 
of key features may be described with respect to the example 
workpiece 16 illustrated in Fig. 8. Several features may be 

10 deduced from workpiece 16, while it is still in its 2D state. 
An example of such features may include the flange number, the 
width of the flange, and the height of that flange. Referring, 
e.g., to flange 7, the flange number of the flange would be 7, 
a value w would be assigned to the width of that flange, and a 

is value h would be assigned as the height of that flange. In 
addition, values may be defined which specify an angle-class, 
i.e., a class of flanges which all have the same bend angle. 

Additional features which may be labeled to avoid extra 
searching in the search space include an indication that the 

20 part that is symmetric around one or more axes. 

Fig. 9 illustrates a workpiece 16 and a search tree 15 
corresponding thereto. Workpiece 16 has an axis of symmetry Y 
which is divided down the middle, running longitudinally 
through workpiece 16. Accordingly, at the first level of the 

25 search, the nodes corresponding to bends 3 and 5 have been 
eliminated (as indicated by the circles surrounding these 
bends) because they are symmetrical with nodes 2 and 4 . There 
is no need to also evaluate and search through bends 3 and 5 
at the first level, since the same effective results would be 

30 obtained if the search started with the bend corresponding to 
those nodes as opposed to either of bends 2 and 4 . If the 
first bend chosen is bend 1, at the next level of the search, 
bends 2 and 4 are still symmetrical with bends 3 and 5. Thus,, 
the nodes corresponding to bends 3 and 5 are again eliminated 
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due to the fact that they are symmetrical with bends 2 and 4. 
However, if the node corresponding to bend 4 is the first 
chosen node in the sequence, this eliminates the symmetry of 
workpiece 16. Thus, at the next level of the search stemming 
5 from the node of bend 4, there are no nodes eliminated due to 
symmetry. 

(a. 2) Constraint 

Depending upon the geometric features associated with a 
part to be formed, there may be bend-related operations which 

10 cannot be performed at certain points in the operations 
sequence being planned. These bend-related operations can be 
constrained to (or excluded from) certain locations, in the 
bend sequence by using a mechanism referred to as a 
"constraint". A feature extraction module (not shown) may be 

15 provided to automatically label geometric features from 
geometric models produced by the design system (e.g., using 
data structures similar to those indicated above), and the 
geometric feature labels can be used to form legal phrases 
(called constraints) in an interface communication language, 
20 such as FEL. 

Constraints may be defined by using a data structure 
that allows a particular arrangement of bend operations to be 
specified, in varying degrees of flexibility. For example, 
for a four.-sided part 16 as illustrated in Fig. 26A, the 
25 following constraint statement can be used to specify the 
order in which bends 1, 2, 3, and 4 are performed: 

(constraints ((1234))) 
This statement signifies that the first bend must be performed 
before the second, which must be performed before the third, 
which must be performed before the fourth. Further, since 
there are no operators included in the statement) there may 
not be any other bend operations performed before, between, or 
after any of bends 1-4. 

If the bend 2 must be, performed before bend 3, but there 
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are no other constraints on the arrangement of the bend 
operations in the bend sequence, the following constraint 
statement may be used: 

(constraint { { * 2 * 3 * ) ) ) 

r 

5 The operator acts as a "wild card", and allows either no 

^ bend operations or any number of bend operations to be 

performed at its location in the bend sequence, and the type 
of bend operations which may be performed at its location can 
be among any of the remaining bend operations not specified in 
10 the constraint statement. 

Another wild card operator, "?", can also be used, and 
it signifies that exactly one bend operation, among those not 
specified in the constraint statement, must be performed at 
its location in the bend sequence. Thus, if precisely one 
15 bend operation must be performed before bend 2 in the part 
shown in Fig. 26A, but there is no limitation on the number or 
type of bend operations following bend 2 (except that they may 
not include bend 2), the following constraint statement can be 
used: 

20 (constraint { ( ? 2 * ) ) ) . 

The constraint statements may also include grouping 
operators, which require that certain bend operations be 
grouped together with no limitation on the order of the bend 
operations within the group. For example, the following 
25 constraint statement requires that bends 2 and 3 be before 
bend 4 in the bend sequence, and that bends 2 and 3 be grouped 
together with no bend operations therebetween: 
(constraints (( * ( 2 3 | * 4 * ))). 
More than one constraint expression can be included 
30 within a constraint statement. For example, the following 
constraint statement includes the above ' grouping constraint 
expression, as well as an additional constraint expression 
which further specifies that bend 1 must be before bend 4 
without any additional limitations as to the inclusion and 
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arrangement of the other operations with respect to bends 1 
and 4 : 

(constraints (( * { 2 3 } * 4 * ) 
( * l'* 4 * ))). 

5 There can be any number of bend operations within a 

group, and groups can be nested in order to specify that there 
is no requirement that a plurality of groups be in a specific 
order. For example, the following expression specifies that 
bends 1 and 2 must be next to each other in the bend sequence, 

10 and bends 3 and 4 must be next to each other in the bend 
sequence. However, there are no other constraints as to the 
inclusion and arrangement of other bend, operations due to this 
constraint expression. , 

( * {{ 1 2 } * { 3 4 }} * ). 

is Some additional example constraint expressions may 

include ( * 7 ), which means that bend operation 7 must be 
performed as the last bend operation in the sequence, and ( * 
7 ? ), which means that bend operation 7 must be performed as 
the second to last bend operation in the sequence. 

20 The types of operators that can be used to" define 

constraints may be expanded to include boolean operators such 
as NOT, OR, and AND. For example, a constraint which uses a 
NOT operator could be ( * NOT 7), which would mean that the 
seventh bend operation could not be the last operation of the 

25 sequence. 

There is virtually no limit to the types of constraints 
that can be specified, and any entity in the planning system, 
including the various experts as well as . a human operator of 
the bend sequence planner, can define constraints. A 
30 constraint manager may be provided, e.g., within the bend 
sequence planner, in order to help maintain the consistency of 
constraints and resolve conflicts that arise between 
constraints. 

By way of example, the types of constraints may include 
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constraints for (1) channels (e.g., as shown in Fig. 26B), (2) 
angle bends, where the bend line for the flange to be bent 
intersects and is close to a non-end point portion of a bend 
line of another bend (and both of the bends are to be 



5 performed in the same direction, e.g., they are both positive 
bends) (e.g., as shown in Fig. 27A) , and (3) flanges which 



when bent form a corner with an outside flange and an inside 
abutting flange (e.g., as shown in Fig. 27C) . 

The constraint expression for the channel illustrated in 

10 Fig. 26B usually must be(*2*l*3*), even though a 
common heuristic prefers that bends on outer bend lines be 
performed before those of inner bend lines, which might 
suggest a constraint of { * 3 * 2 * 1 * ). This conflict in 
constraint expressions, if it existed, would have to be 

15 resolved in favor of the channel constraint ( * 2 * . 1 * 3 * ) . 

The constraint expression for the pair bends shown in 
Fig. 27A may be as follows: 



If the order of bends were different, i.e., if bend 1 was 
20 performed before bend 2, the flange of bend 2 would not be 
bendable beyond 90 degrees, and thus could not be properly 
performed (since when bending malleable materials with elastic 
tendencies such as sheet metal, the part must be bent slightly 
beyond the goal angle of the bend) . 
25 The constraint expression for the pair of bends shown in 

Fig. 27C may be as follows: 
( * 2 * 1 * ) . 

The importance of complying with this constraint is explained 
above with respect to Fig. 25D. 
30 Where appropriate, a human operator of the bend sequence 

planner (or another expert/ subplanner of the system) may 
define a constraint expression which groups all bends on each 
side of a part together, so that less time will be spent by 
switching between sides of the part when performing a search 
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( * 2 * 1 * ) . 
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for a solution bend sequence. Fig. 27B shows a part with 
several bends on each side of the part, where it may be 
appropriate to group the bends for each side, e.g., by using 
the following constraint expression: 
5 (M (12) (34 1 (56) )M. 

Since constraints may conflict, a mechanism should be 
provided for resolving conflicts. As noted above/ a 
, constraint manager may be provided within the bend sequence- 
planner for this purpose. A possible prioritization scheme 

10 could simply discard or ignore constraint expressions that 
have a higher assigned priority. The priority assigned to 
constraint expressions could depend upon what type of 
constraint it is. For example, human input constraints could 
be assigned the highest priority, with machine constraints, 

is part constraints, and optimization constraints being assigned 
respective lower priorities. Accordingly, machine constraints 
would' have the second to highest priority, part constraints 
would have the third highest priority, and optimization 
constraints would have the fourth highest (i.e., the lowest) 

20 priority. 

A human input constraint is a constraint input by a 
human operator controlling the bend sequence planner through a 
human interface. A machine constraint is a constraint 
dictated by limitations of the machines and tooling (e.g., a 

25 channel constraint). A part, constraint is a constraint 
dictated by the features of the part (e.g., a constraint 
dictated by the presence of inside and outside abutting 
corners) . Optimization constraints are constraints that are 
created in order to speed up the search for a bend sequence 

30 (e.g., a constraint to group bends together that are on a 
particular side of the part) . 

In order to determine if there is a conflict between 
constrait expressions, an algorithm may be provided which 
first checks for the presence of common operations within a 
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given pair of constraint expressions. If there is a common 
operation among the constraint expressions, they may then be 
merged together in order to determine if they conflict. For 
example, if (+1+2*) was merged with (+2*3*), the resulting 
5 merged constraint expression would be (+1+2+3+) . If (+1*2+) 
was merged with a conflicting expression such as (+2*1 + ), a 
null would be the result, thereby indicating that the 
constraint expressions conflict with each other . 
(a. 3) rn-linear fand Compatible) Bends 

io If two bends have bend lines that are co-linear, e.g., 

bends 5 and 6 in Fig. 8, and they are compatible (i.e., they 
have the same bend angles, the same bend radius, and- -other 
features which allow the bends to be performed simultaneously) , 
it is preferred to have the bends performed simultaneously. 

15 For this purpose, heuristics may be provided in order- to 
- influence the search performed by the bend sequence planner so 
that simultaneous bending of co-linear bends is preferred and 
thus more likely to become part of the bend sequence formed by 
the search. In addition, or alternatively, constraints may be 

20 specified using constraint expressions to require that certain 
compatible co-linear bends be performed simultaneously if 
possible (i.e., if the constraint expression does not conflict 
with a constraint expression of higher priority) . 

(b) ThP Bend SPcniance Planner's State-Space Search 

25 Algorithm 

In a state-space search algorithm, a solution is 
obtained by applying operators to state-descriptions until an 
expression describing a goal state is obtained. In performing 
a state-space search method, a start node is associated with 

30 an initial state-description, and successors of the start node 
are calculated using operators that are applicable to the 
state-description associated with the node. By calculating 
all of the successors of a node, the node is thereby expanded. 
Pointers are set up from each successor node back to its 
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parent node. The pointers may later be used to indicate a 
solution path back to the start node, when a goal node is 
finally found. 

The successor nodes are checked to see if they are goal 
5 nodes by checking the associated state-descriptions 
corresponding to the successor nodes to see if they describe 
the goal state . If a goal node has not yet been found, the 
process of expanding the nodes, and setting up corresponding 
pointers, continues. When a goal- node is found, the pointers 
10 are traced back to the start node to produce a solution path. 
The state-description operators associated with the arcs of 
the path are then assembled into a solution sequence. 

The above-described steps form a state-space search 
algorithm. Variations of the above-described algorithm may be 
15 defined by the order in which the nodes are to be expanded. 
If the nodes are expanded in. an order in which they are 
generated, the search method is called a breadth-first method. 
If the most recently generated nodes are expanded first, the 
method is called a depth-first method- Breadth-first and 
20 depth-first methods are blind-search algorithms, since the 
order in which the nodes are expanded is unaffected by the 
location of the goal node. 

Heuristic information, about the overall nature of the 
graph and the general direction of the goal, can be utilized 
25 to modify the search process. Such information can be used to 
help direct the search toward the goal, in an attempt to 
expand the most promising nodes first. One type of heuristic 
search method is described,' e.g., by Nils J. Nilsson in 
"Problem-Solving Methods in Artificial Intelligence, " noted 
30 previously. . 

Blind-search algorithms, such as breadth-first or depth- 
first, are exhaustive in their approach to find a solution 
path to a goal node. In application, it is often impractical 
and time-consuming to use such methods, because the search 
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will expand an excessive number of nodes before a solution 
path is found. Such an exhaustive expansion of nodes consumes 
more' computer memory in order to store the information 
associated with each node, and more time, e.g., to calculate 
node expansions and points. Accordingly, efficient 

alternatives to blind-search methods are preferred. 
Heuristics may be applied to help focus the search, based upon 
special information that is available about the problem being 
represented by the graph. One way to focus the search is to 
reduce the number of successors of each expanded node. 
Another way to focus the search is to modify the order in 
which the nodes are expanded so . that the search can expand 
outwardly to nodes that appear to be most promising. Search 
algorithms which modify the ordering of node-expansion are 
called ordered search algorithms. Ordered search algorithms 
use an evaluation function to rank the nodes that are 
candidates for expansion to determine the node which is most 
likely to be on the best path to the goal node. In operation 
of the ordered, search algorithm an f value is determined at 
each node n t available for expansion, where f is an estimate 
of the cost of a minimal cost path from the start node to the 
goal node constrained to go through node n 4 . Each succeeding 
node having the smallest f value is then selected in sequence 
for expansion. 

Fig. 2 OA illustrates a tree produced by an ordered- 
search algorithm applied to a blank workpiece that has four 
sections, which are to be bent upward to form four sides of a 
box, each side being represented in Fig. 20A by a 
corresponding number 1, 2, 3, and 4. Each numbered side of 
the box corresponds to a particular bend, including bend 1, 
bend 2, bend 3, and bend 4. 

The blank workpiece (stock part) corresponds to start 
node n 0 which may also be called the root node associated with 
the initial state-description of the workpiece. The 
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successors of the start node n 0 may be calculated by expanding 
the start node (the root node) to form successor nodes ni, n 2 , 
n 3 , and n*. At this level of the search, nodes n!-n 4 
correspond respectively to bend 1, bend 2, bend 3, and bend 4. 

Node 1 is expanded to include successor nodes n 5 , n 6 , and 
n 7 which correspond respectively to bend2, bend3 and bend4, 
and an additional successor node n e which corresponds to a 
repositioning (i.e., a repo) of the robot gripper's hold on 
the workpiece. Node 5 is expanded to include successor nodes 
n 9 and ni 0 which correspond respectively to bend3 and bend4, 
and an additional successor node n 12 , which corresponds to a 
repo. Node n9 is expanded to have successor nodes n i3 and n i4/ 
which correspond respectively to bend4 and a repo. Node n 14 is 
expanded to have a successor node nl5 which is the goal node/ 
because it results in the final bend for the workpiece. 

Bend sequence planner 72 preferably is configured to 
perform a best-first state-space search in order to develop a 
complete bend sequence to be performed by the bending 
workstation. An ordered search algorithm utilizes an 
evaluation function to rank nodes that are candidates for 
expansion to determine the node which is most likely to be on 
the best path to the goal node, i*e., the node which is the 
best. The first node corresponds to the flat part, e.g., as 
illustrated in Fig. 20A. At each level of the search, the 
best node which is on an OPEN list will be expanded, and the 
expanded node will be taken off OPEN. Depending on whether or 
not there are constraints concerning the; ordering of certain 
operations, all or a portion of the expanded nodes will be 
placed on OPEN. The expanded nodes which are placed on OPEN 
will correspond to the remaining bend operations, minus those 
eliminated due to constraints. 

In J accordance with a particular embodiment of the 
present invention, there will be twin nodes corresponding to 
each bend, including a first twin node corresponding to 
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operation of the bend . while holding the workpiece from one 
side of the workpiece, and a second twin node corresponding to 
performing the same bend, but while holding the workpiece from 
the other side of the workpiece- The expanded nodes which are 
5 placed on OPEN may also include one node that represents a 
repositioning of the robot gripper's grasp on the workpiece 
(i.e., a "repo"). In accordance with a further feature of the 
present invention, certain levels of the search may be 
constrained so that they do not include a node for a repc. 

10 This is because it would not make sense to perform a repo at 
one level of the search and again perform a repo at the very 
next level. Accordingly, if a repo is performed at an 
immediate parent node, then bend sequence planner 72 will 
constrain the placement of a repo node on OPEN. 

15 Figs. 20B and 20C each illustrate a simple example 

workpiece 16 having two faces 262, and one bend line 260. In 
addition, each of Figs. 20B and 20C includes an accompanying 
diagram of a node expansion from the root node n 0 to the first 
level of a search tree which includes two expanded nodes. Fig. 

20 20B shows two expanded nodes, while Fig. 20C shows one 
expanded node and indicates that the other node has been 
constrained. Referring to Fig. 20B, since only one bend is to 
be performed on workpiece 16, only two nodes are shown. The 
bend may be performed in accordance with node m, whereby bend 

25 1 is performed with face 2 being inserted into the die space 
of the bending workstation, or bend 1 may be performed in 
accordance with n 2 , whereby bend 1 is performed with face 1 
being inserted into the die space. Referring to Fig. 20C, 
once workpiece 16 is bent along bend line 260, it is apparent 

30 that face 1 will result in a flange having a height which is 
too small to allow grasping of workpiece 16 at that side of 
the workpiece when performing the bend. Accordingly, in order 
to perform bend 1 along bend line 260, workpiece 16 must be 
grasped by a robot gripper f rom the side of workpiece 16 
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corresponding to face 2. In other words, bend 1 must be 
performed with face 1 being inserted into the die space. Thus, 
the search tree illustrated in Fig.. 20C only includes one node 
n w and shows that while the parent node no might normally be 
5 expanded to include a second node, the second node has been 
constrained. 

A node may be constrained by eliminating it from 
consideration as a possible operation within the bend sequence. 
Such elimination of a node may be accomplished by preventing 
10 an expansion from including the node, or by simply failing to 
place the node on the OPEN list. 

Fig. 20D illustrates an example workpiece 16 having two 
co-linear bends, with bend lines 1 and 2. The nodes that may 
be generated from this workpiece include the following: (1,2), 
15 (1,1), (2,2), (2,1), ((12), 1), and ((12), 2). By convention, 
the holding faces are defined on each side of the first bend 
line of the co-linear bend. Fig, 20E illustrates another 
example workpiece 16. The holding sides for this co-linear 
bend (bending at lines 1 and 2 simultaneously) are defined in 
the following twin nodes: ((12) 1), ( (l 2) 2). Note that 
the bend twin holding face is face 1, even though face 1 also 
extends to the other side of the bend line (i.e., even though 
it extends to a position which would be behind the die space 
during a bend) . This is because of the convention noted above, 
25 which is used to choose the bend twin holding face. 

Fig. 21 illustrates, in a simplified flow chartfT an 
example embodiment of a state-search algorithm, comprising an 
ordered search algorithm, based on the, algorithm disclosed by 
Nils J. Nilsson in "Problem-Solving Methods in Artificial 
Intelligence", which may be utilized by the bend sequence 
planner of the present invention in order to form a bend 
sequence to be utilized by a bending workstation. After the 
algorithm is started, at step S10, a start node n 0 is placed 
on a list called OPEN, and a function value f is s.et. equal to 
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0. Thereafter, in step 512, a determination is made as to 
whether there is anything in the OPEN list. If the OPEN list 
is empty, the process is forwarded to step SI 4, and an error 
indication is given. If the OPEN list is not empty, as 
5 determined at step S12, the process will proceed to step S18. 

At step SI 8, the nodes placed within the OPEN list are 
checked, and the node having the smallest f value is removed 
from OPEN and placed on a CLOSED list- This node is called n^ 
Thereafter, in step S20, a determination is made as to whether 
10 the node ni is a goal node. If it is a goal node, the process 
is forwarded to step S22, where a solution path is generated 
by tracing back from hode n i7 through its pointer and the 
pointers of the previous nodes, to the start node n 0 . However, 
if node ni is not the goal node, as determined at step S2 0, 
15 the process will be forwarded to step S24. In step S24, node 
^ is expanded to generate all of its successor nodes, called 
nj. If there are no successors nodes n j7 the process will 
return to step S12.. For each successor node n, that is 
generated, a computation will be made for a corresponding f 
20 value f(n 5 ) = k F (nj) + h(nj), where k' is equal to the sum of 
the k costs of performing each node from the starting node to 
the current node, and h is equal to the projected cost from 
the current node to the goal node. Also, in step S24, each of 
the computed f values will be associated with their 
25 corresponding successor nodes n 3 that are not already on 
either the OPEN or CLOSED lists. Such successor nodes n 3 are 
then placed on the OPEN list, and pointers are directed from 
those successor nodes nj back to n A . For each successor node 
n 3 that was already on an OPEN or CLOSED list, an f value is 
30 associated with that successor node n$ that is equal to the 
smaller of the f value just computed for that node and the f 
value already associated with that node. The successor nodes 
n 5 on the CLOSED list who have their associated f values made 
smaller are placed on -the OPEN list, and the pointers for 
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those successor nodes are redirected to rii . After execution 
of step S24, the process will return to step S12. 

(c) Illustrate d Example Bend Sequence Planner 
Figs. 22A-22D illustrate a particular example embodiment 
of a bend sequence planning process to be performed by bend 
sequence planner 72 illustrated in. Fig. 5A. The bend sequence 
planning process is started upon receipt of a command to 
commence operation, e.g., as indicated in step S26, by 
proceeding on receipt of an FEL command to start planning. 
Once the process starts, and proceeds in step S2 8, one or more 
files corresponding to the parts to be produced are read by 
the bend sequence planner. Such files may be in the form of a 
shape file including information such as. geometric and 
topological information (a 3D data description of the part and 
a parallel 2D data description of the part corresponding to 
the 3D data description) , labeled geometric features which are 
pertinent to determinations to be made by bend sequence 
planner, and a bend graph correlating bends to be performed 
with geometric and topological information. 

Once the part file has been read in step S28, the 
process proceeds to steps S30, S32, and S34, during which each 
expert is initialized. More particularly, the holding expert, 
the tooling expert and the motion expert are each initialized. 
Once the various experts have been initialized, in step S36, a 
list of bends is built, and calculations are performed 
regarding the various features of the parts. For example, a 
computation may be performed regarding what the lengths of 
bends are and which bends are co-linear. Thereafter, in step 
S3 8, an A* algorithm is initiated, including steps such as 
putting a root node n 0 on an OPEN list, and setting an f value 
equal to 0. A determination is then made at step S4 0 as to 
whether the OPEN list is empty. If the list is empty, the 
process will proceed to step S42, and exit with an error 
indication. Otherwise, if the OPEN list is not empty, the 
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process will proceed to step S44, in which the node on the 
OPEN list with the smallest f value will be taken and placed 
on a CLOSED list. The chosen node will be called n ± for 
purposes of explaining the steps of the flow charts of Fig, 
5 22A-Fig. 22D. 

In step S46, a determination is made as to whether node 
ni is a goal node. If node ni is a goal node, the process 
proceeds to step S48, where a solution path is generated. 
Otherwise, if n A is not a goal node, the process proceeds to 
o step S50 which is shown at the . top of Fig. 22C. 

After generating a solution path in step S48, the 
process will proceed to step S56 which is shown at the top of 
Fig. 22D. In step S56, a finalize message is sent along with 
the bend sequence to each of the experts., and each of the 
experts is queried for final detailed information which is 
needed to complete the bend sequence plan. Thereafter, in 
step S58, the bend sequence planner will await a response from 
the tooling expert- Once all the final information has been 
received from the tooling expert, in step S60, the setup of 
the bending workstation will be started. In the meantime, 
while the setup of the workstation is being performed, in step 
S62, the process will await a response from the motion expert 
and the holding expert. Once the complete motion expert and 
holding expert plans have been received, at step S64, the 
final plan will be forwarded to the sequencer of the system. 

Assuming that n A is not determined in step S4 6 to be the 
goal node, the process will continue at step S50 at the top of 
Fig. 22C. At this step, node n A will be expanded to' obtain 
its successor nodes n^. The successor nodes will include bend 
twin nodes for each bend, i.e., two nodes corresponding to 
each bend, and an additional node for a repo, minus any nodes 
which are constrained from being successor nodes at the 
present level of the search. 

Once the successor nodes have been generated in step S50, 
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.a subplanning and cost assignment process is performed in step 
S52. Thereafter, in step S54, successors n ; are each placed 
on the OPEN list, with the subplan information and cost 
information corresponding to each node being associated with 
each node in the OPEN list (e.g., by using pointers). The 
process will then return to step S40 where a determination 
will be made as to whether the OPEN list is empty. If the 
OPEN list is empty, the process will exit with an error 
indication at step S42; otherwise the process will proceed to 
again execute steps S44, S46, S48, S50, S52 and S54. 

Figs. 23A-23D illustrate the subplanning and cost 
assignment process .which corresponds to step S52 in the 
bending sequence planning process illustrated in Figs. 22A-22D. 
The subplanning and cost assignment process determines or 
formulates a subplan and incremental costs which correspond to 
each of the expanded/ successor nodes n, which have not been 
eliminated as a viable node at the present level of the search 
due to constraints. Tor each such expanded/successor node, 
the process illustrated in Figs.- 23A-23D will be performed. 
In a first step S66, a test will be performed for the 
permutability of node n 3 regarding the subplan and costs of 
the holding expert. More particularly, a test will be 
performed to determine whether the subplan and costs which 
will be determined by the . holding expert will be the same as 
that already determined for another "equivalent" node. If 
such is the case, the subplan and costs will be identical to 
that "equivalent" node, and it is unnecessary to again query 
the holding expert for such information which would result in 
an unneeded use of time. If it is determined at step S68 that 
an equivalent node was found, then the process proceeds to 
step S70, where the subplan and costs are copied and 
associated with that successor node n,. However, if an 
equivalent node is not found in step S68, the process proceeds 
to step S72, where the bend sequence planner will query the 
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holding expert for a proposed subplan, the incremental k cost, 
and the incremental h cost. In performing step S72, as soon 
as a cost of infinity has been evaluated by the holding expert, 
the present successor node n 5 will be aborted. Thus, the 
5 successor node will be discarded at the present level of 
the search/ and the subplanning and cost assignment process 
will again start with the next available successor node n 3 . 

Once the subplan and costs have been obtained either by 
step S70 or step S72, the process will proceed to step S76 (at 

10 the top of Fig. 23B) , where another test for permiitability 
will be performed regarding the tooling expert subplan and 
costs. If an equivalent node is found, as determined at step 
S78, the bend sequence planner will copy the subplan and costs 
corresponding to the equivalent node and associate the same 

15 with the present successor node n : . In the alternative, if an 
equivalent nbde is not found, the process will proceed- to step 
S82 where the tooling expert will be queried for a proposed 
subplan, a k cost and an h cost. If a cost of infinity is 
evaluated, the present successor node will be aborted at step 

20 S84. Once the proposed subplan and costs have been determined, 
the process will proceed to step S86, where the bend sequence 
planner will await the results from the holding expert and the 
tooling expert. The process will wait for the results- of the 
holding expert and tooling expert queries, since such 

25 - information is needed by the motion expert to do its 
subplanning and cost assignment computations. 

In step S88, a test will be performed for the 
permutability regarding the motion expert subplan and costs. 
That is, a test will be performed to determine if the subplan 

30 and costs that would be assigned by the motion expert are. 
identical to those which have already been assigned to another 
node, the other node thereby being deemed an "equivalent" node 
to the present successor node n 3 being evaluated- If, at step 
S90, it is determined that an equivalent node has been found, 
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the process will proceed to step S92, where the subplan and 
costs of the equivalent node will be copied and thereby 
associated with the present successor node iij. However, if an 
equivalent node is not found, the process will proceed to step 
5 S94, where the motion expert will be queried for a proposed 
subplan, a k cost and an h cost. If any of the costs are 
infinity, the present successor node will be aborted, 
proceeding to a next successor node and again commencing 
subplanning and cost assignment for the next successor node, 
o Assuming that the proposed subplan and costs have been 
obtained, the process will proceed to step S98, where the 
results will be awaited from the motion expert. Additional 
processing may be performed to obtain a subplan and costs 
regarding different aspects of the system which will be 
5 related to performance of the overall bend sequence proposed 
by the bend sequence planner. In this regard, additional 
experts may be provided as indicated by the reference numeral 
S100. For example, Fig. 5A shows a sensing expert. The 
subplanning and cost assignment process could be appropriately 
modified to include steps such as testing for permutability, 
querying the additional expert (e.g., sensing expert) for a 
proposed subplan and costs, and, at an appropriate location 
within the process, awaiting the results from the additional 
expert . 

Once the results from the motion experts have been 
obtained, as determined at step S98,* - the process Will proceed 
to step S102 which is shown at the top of Fig. 23D. In step 
SI 02 the f value for node n 3 will be calculated in accordance 
with the formula f nj = (k'+h) he+ (k f +h) TE + (k'+h)«. Then, in step 
S104, the f value will be adjusted based upon any heuristics 
which pertain to the successor noden-j. In this regard, if it 
is a desired node, i.e., it has beneficial or desired 
heuristics which say that this node is preferable over other 
nodes, a value will be added to the f value. However, if the 
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node is undesired, a value will be subtracted from the f value 
Fig. 24 illustrates an example flat workpiece 16, and 
several nodes expanded during the performance of a state-space 
search by the bend sequence planner illustrated herein. 
5 Various costs are shown which are assigned to the nodes 
throughout the search process. As shown, flat workpiece 16 
has two portions a, b which are to be bent to form flanges. 
First flange a is placed in between two tabs c, d. First 
flange a is to be bent along bend line 1, and second flange b 
10 is to be bent along bend line 2. The first node n 0 , i.e., the 
root node, of the search tree corresponds to flat workpiece 16. 
Successor nodes of node n 0 include nodes ni and n 2 , which 
correspond, respectively, to bend lines 1 and 2 . In the 
illustrated example, it is assumed that a bend along bend line 
15 1 would be performed with flange a inserted into the die space 
of the bend press, and that a bend along bend line 2 would be 
performed with flange b inserted into the die space. Thus, 
there are no bend twins illustrated in the tree of Fig. 24. 
There is only one node per bend line. 
20 In the event that the bend sequence planner is designed 

to assign bend twin nodes for each bend, the alternate node 
would likely be constrained in the present example. For 
example, it would likely not be possible to perform a bend 
along bend line 1 by inserting flange b into the bend press, 
25 since flange a is very short, and thus cannot be grasped by a 
robot gripper during execution of the bend. 

At the first level of the search, two successor nodes ni 
and n 2 are generated as successor nodes. In forming these two 
nodes, the bend sequence planner may ask each of the holding 
30 expert, tooling expert, and motion expert for the incremental 
cost (i.e., h and k costs) corresponding to that node. For 
example, the costs that are assigned to node ni are 
illustrated in the box corresponding thereto as shown in Fig. 
24. A holding expert assigned a k cost (i.e., the cost that 
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it takes to move from the parent node n 0 to the present node) 
of 0. This signifies 'that a grip location can easily be found 
on workpiece 16, and that there is need to reposition the grip 
of the robot on the workpiece before performing bend 1 as a 
5 first bend in the bend sequence. The holding expert further 
assigned an h cost of 30. The number 30 represents an 
approximate amount of time (30 seconds) which it will take to 
reposition the gripper's grasp on the workpiece 16 (i.e., to 
perform a repo) . This value represents that the holding 
10 expert has predicted that one repo- will be needed in order to 
complete the bend sequence associated with workpiece 16. The 
h cost is a predicted cost to complete the bend sequence from 
the present node to the final goal node. 

The costs assigned by the tooling expert include a k 
15 cost of 600 and an h cost of 600. The k cost is the 
incremental amount of time (due to tooling) associated with 
performing the bend of that node. In this case, in order to 
perform the bend of bend line 1, a first stage must be placed 
on the die rail of the bending workstation. An approximated 
20 time for installing the first stage is 600; Accordingly, the 
incremental k cost (for tooling) from n 0 to n x is 600 seconds. 
The predicted additional cost from node n x to the goal node 
(i.e., the h cost for tooling) is' calculated to be the time 
needed to install one additional stage, and thus is 600 
25 seconds. 

The costs assigned by the motion expert include . an 
incremental k cost of 5 (an estimated 5 seconds), equal to an 
approximated robot travel time in moving from n 0 to node ni- 
The costs assigned by the motion expert further include a 
30 predicted future h cost of 15 seconds, which is equal to a 
running average of all k costs evaluated, so far (since no) 
multiplied by a summation of the number of remaining bends and 
twice the , number of predicted repos : h — kj\vE [number of 
remaining bends + (number predicted repos) (2)]. Xhe number of 
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predicted repos is multiplied by 2, since two movements are 
required per repositioning. One movement is required to take 
the robot from a present stage to the repo gripper, and a 
second movement is required to reposition the robot gripper' s 
5 hold on the part. The k value for the next node is calculated 
based upon the amount of time that it takes to -move from the 
repo gripper to the appropriate stage for the next bend. 

The alternate node at the first level of the search is 
node n 2 . This node^ corresponds to bend line 2. The 

10 incremental costs include k and h costs assigned by the 
holding expert/ k and h costs assigned by the tooling expert, 
and k and h costs assigned by the motion expert. The k and h 
costs assigned by the holding expert are 0 and 30 respectively. 
The holding expert assigns a' k cost of 0, because no 

is repositioning . is necessary to go from node n 0 to node n 2 . 
However, a holding h cost of 30 is assigned because one repo 
is predicted to be necessary in order to complete all of the 
bends of the bend sequence, i.e., to get to the goal node. 
This becomes apparent when viewing workpiece 16. Depending on 

20 which bend is done first, since the bends are on opposite 
sides of the workpiece 16, it will be necessary to reposition 
the robot's grasp on workpiece to be at the other side of 
workpiece 16 in order to perform the other bend. Further, 
since the workpiece is somewhat narrow, it would not be 

25 possible to locate the robot gripper at either the left or 
right sides of workpiece 16 so that the workpiece can be 
grasped at the same location for both bends. If the robot 
gripper was positioned at one of the sides of workpiece 16, 
robot gripper would likely collide with the tooling (the punch 

30 tool) of the bend press when the die is raised to perform the 
bend. 

The k cost assigned by the tooling expert again is 600, 
since the bend, being the first bend- introduced in the search, 
will require at least one stage. 600 seconds is an 
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approximated time for installing a stage, and thus is assigned 
as the incremental k cost to go from node no to node n 2 . The h 
cost assigned by the tooling expert is 600, since a predicted 
additional stage will be necessary to go from node n 2 to the 
5 goal node. The motion expert assigns a k cost of 4, and an 
estimated h (future) motion cost of 12. The k cost assigned 
by the motion expert for node n 2 is less than the k cost 
assigned for node n A . This is because bend line 2 is longer 
than bend line 1, and thus requires a larger stage. In a 
10 typical bending workstation, such as the Amada EMI 00 
workstation illustration in Fig. 1, it is preferred that 
longer stages be placed in the center of the die rail, and 
that shorter stages be placed off to the sides. Thus, to go 
from an initial position before any bends are performed (at 
15 node n 0 ) to a center stage would require less movement , by the 
robot than moving to a stage set off to the side of the die 
rail. Accordingly, the calculated robot travel time, without 
regard to the collisions, from the loader/unloader (L/UL) to 
the center stage in performing bend 2 is estimated to be 4 
20 seconds, and less that it would take to get a stage positioned 
at the left side of the die rail which is where the smaller 
stage would be placed along the die rail. Since the h cost is 
calculated as a function of the present running average of the 
k cost calculated so far, the h cost is also a lower value of 
25 12 seconds. 

At the first level of the search, the respective total 
incremental costs performing bends 1 and 2, respectively, are 
1250 and 1246. Accordingly, node n x has a total incremental 
cost of 1250, and node n 2 has a total incremental cost of 1246, 
30 the total cost being assigned by each of the experts queried 
by the bend sequence planner. 

It is noted that the only two nodes at the first level 
of the search included a node for performing bend 1, and a 
node for performing bend 2 (nodes n x and n 2 ) . The first level 
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did not include a node for performing a repo. This is because 
the search is constrained so that the first bend to be 
performed at the first level after the root node does not 
include a repo. It would be unnecessary for a repo to be 
5 performed as a first step in the bend sequence, since the 
robot gripper can be placed anywhere at the start to 
correspond to any particular bend. However, at the next level 
of the search, a repo is included as a possible node, in 
addition to the one or more bends which comprise the rest of 

10 the bends leading to the goal node. Accordingly, the next 
level of the search includes nodes n 3 which corresponds to 
bend 1, and n< which corresponds to a repo before performing 
the next bend in the bend sequence. At node 'n 3 ,: upon being 
queried by the bend sequence planner, the holding expert 

15 assigns a cost of infinity, since there are no available grasp 
regions that were used in performing bend 2 that can also be 
used to perform bend 1. If there was a grasp region that was 
used in order to perform bend 2 that could also be used to 
perform bend 1, then the robot gripper could be placed within 

20 that intersecting region, and the repositioning of the gripper 
would not be necessary when going from the completed bend 2 to 
bend 1 (i.e., from node n 2 to node n 3 ) . However, in this case, 
the holding expert has determined that there is no such 
intersection of grasp regions, and thus the incremental k cost 

25 for holding is infinity. The predicted h cost is not even 
relevant, nor are any of the other costs which might be 
assigned by the other experts such as the tooling expert and 
the motion expert, since bend 1 cannot be performed at the 
present point in the bend sequence, without first performing a 

30 repo. Thus, node n 3 is no longer considered, and the bend 
sequence planner proceeds to the repo node n 4 , and queries the 
respective experts for their assigned costs associated with 
that node. . 

After repo node n,, the holding expert assigns a k cost 
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of 30, which signifies that approximately 30 seconds will be 
needed to perform a repo at the present point in the bend 
sequence. A predicted h cost of 0 is assigned by the holding 
expert, since it is predicted that no additional repos will be 
5 needed between the present node ru to the goal node. After 
the holding expert assigns its cost, the tooling expert, upon 
being queried by the bend sequence planner, assigns a k cost 
of 600, which equals the approximate time {600 seconds) to 
install an additional stage which will be needed in order to 
0 perform bend 1 (along bend line 1), since the stage which was 
utilized to perform bend 2 (which has a length equal to the 
length of bend line 2) cannot be used to perform bend 1 since 
such a stage cannot fit between tab portions c and d of 
workpiece 16* No additional predicted stages or tooling 
5 change is expected by the tooling expert; and accordingly, the 
tooling expert assigns an h cost of 0 to be associated with 
node n 4 . It is noted that the tooling expert may initially 
determine a total initial h cost based upon the total amount 
of predicted stages that will be needed to perform the 
complete bend sequence, either at an initial point in the 
search before performing the search- In the present example, 
a total initial h cost is calculated to be 1200, since two 
predicted stages have been predicted to be necessary to 
perform bends 1 and 2 on workpiece 16. Throughout the search, 
the k cost is either 0 (with no extra stages needed) or 600 
(if an additional stage is needed for the bend corresponding 
to the present node). The h cost for a given node is equal to 
the total initial h cost minus all of the preceding and 
current k costs leading up to and including the given node. 
Accordingly, for node n 4 , since the preceding k cost leading 
to n< was 600, and the present k cost for zu is 600, the h 
cost is 1200 - 600 - 600 = 0. 

The cost assigned by the motion expert to correspond to 
node n 4 include a k cost of 8 and an h cost of 4 . The k cost 
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is estimated to be twice the average preceding k cost, since 
two motions are needed in order to perform a repo. One 
movement is needed to take the workpiece from a stage at which 
the workpiece was left from a previous bend to the repo 
5 gripper, and the second movement is to move the robot gripper 
to the repositioned location while the repo gripper is 
grasping workpiece 16. The predicted h cost assigned by the 
motion expert for a repo node is the predicted additional 
costs needed to perform all future movements in the bend 

10 sequence. In this case, h is estimated to be the h value 
calculated for a previous node n 2 minus the present k cost, 
and thus is estimated to be 4 seconds for node n<. The total 
incremental costs are then added to the total of all previous 
k costs preceding that node (in this case repo node n 4 ) . Thus, 

is all the incremental associated with node n< are added to a 
total previous k costs of 604 which were previously calculated 
in association with node n 2 , to obtain a total cost value of 
1246. 

The bend sequence planner will, in performing its state- 
20 - space search, thus choose rvas the best node and will proceed 
with expanding that node to form its successor nodes. The 
successor nodes of repo node ri4 include node n$* In this case, 
' node. n 5 is the goal node, since it results in the workpiece 16 
having all of its bends completed to form a 3D part. The 
25 costs determined by the relative experts include a presumed 
holding k cost of 0, a calculated tooling k cost of 600, and a 
calculated motion k cost of 4. Since the present node n 5 is 
known to be the goal node, no h costs are calculated. The 
previous total k costs 642 seconds. Accordingly, 642 is added 
30 to the k cost for tooling of 600 and the k cost for motion of 
4 to be equal a total f value of 1246. Such an f value is the 
cheapest f value' among the nodes still left on OPEN. 
Accordingly, this node will be checked to see if it is a goal 
node, and if it is a goal node, the solution path will be 
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generated to include (in order) bend 2 which corresponds to 
node n 2 , a repo which corresponds to node. n<, and bend 1 which 
"corresponds to node n 5 * 

(d) Permutabil ity Determination 

As described above, in connection with Figs. 23A-23D, 
.before asking an expert for the costs associated with a 
particular node, a test is performed for the permutability of 
that node regarding the subplan and costs for each expert. 
For example, in step S66 shown at the top of Fig. 23A, a test 
is performed for the permutability of a particular successor 
node n, to determine if it is merely a permutation of another 
node, and thus has an equivalent set of subplan and costs. If 
this is the case, it would be wasteful to again ask the 
holding expert for a proposed subplan and associated k and h 
costs, since these parameters are . already known, and can be 
obtained by merely referring to the other equivalent nodes. 
Fig. 26 illustrates a graph of compared histories of nodes b6' 
and b6, which have been generated by the bend sequence planner 
in performing its state-space search. Assuming that the 
subplanning and cost assignment process of the bend sequence 
planning algorithm was being performed on a particular node b6, 
at each of steps S66 {Fig. 23A) , S76 (Fig. 23B) , and S88 (Fig. 
23C) , a test will be performed for -the permutability of that 
node with any other nodes in the search tree regarding the 
holding expert f s subplan and costs, the tooling expert's 
subplan and costs and the motion expert's subplan and costs, 
respectively. In testing whether or not a node is a mere 
permutation of another node within the search tree, a node 
such as node b6 illustrated in Fig. 26 will be compared to 
another node ~in the search tree, such as node b6', also 
illustrated in Fig. 26. In making the comparison, the history 
of node b6, which includes nodes b2, rl, b4, b3, r2, and b5, 
is compared to the history of b6 f -, which includes b2 1 , rl', 
b3', b4 , / r2' and b5'. 
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Depending on the particular implementation of the bend 
sequence planner and the particular calculations made by each 
of the experts, the method to be used to determine whether one 
node is a permutation of another will vary. However, an 
5 analysis can be performed of the various permutations of nodes, 
and the various subplans and costs that can be associated with 
each node at various levels of the search, in order to 
determine under what conditions a node is a mere permutation 
of another node in the search. Based upon the results of the 
10 analysis, an appropriate method may be formed for determining 
whether a node is a permutation of another node, in terms of 
the subplan and costs /assigned for the node. Thus, while the 
above-described examples have been given for determining the 
permutability of a node regarding the subplan and costs 
15 assigned by the holding expert and the motion expert, 
respectively, alternative methods may be used depending upon 
particular variations and implementations of the bend sequence 
planner and the experts of a system. A similar method can be 
provided for determining whether or not a node is permutable 
20 • with another node in terms of the subplan and costs assigned 
by a motion expert. Thus, a specific embodiment for making 
that determination is not described in detail herein. 
3. Expert Modules, Subplannina, and Dj^logye Between 

Modules 

25 Figs. 29-31 respectively include charts which depict the 

dialogue between the bend sequence planner and the holding 
expert, tooling expert, and motion expert of the illustrated 
embodiment planning system 71 as shown in Fig. 5A. Referring 
to Fig. 29, which illustrates the dialogue between bend 

30 sequence planner 72 and holding expert 82, several query 
arrows Ql, Q2, Q3, Q4 and Q5 are illustrated to represent a 
query message being forwarded from the bend sequence planner 
72 to holding expert 82. In addition, several response arrows 
Rl, R2, R3, R4, and R5 are illustrated to represent response 
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messages from holding expert 82 to bend sequence planner 72. 
While the queries and responses are indicated in Fig. 29 with 
consecutive numbers from 1 to 5, this is not meant to indicate 
that there could not be additional queries and responses, in 
between, before, or after the queries and responses 
illustrated in Fig. 29. Rather, these numerals are merely 
provided to facilitate the description of the dialogue between 
the modules as shown in Fig. 29. 

At some point before commencing its search (e.g., at 
step S30 as illustrated in Fig. 22A) , bend sequence planner 72 
forwards an initial query Ql to holding expert 82, which 
includes, among other things, a start command, and a file name 
for the part to be produced. This query Ql would be forwarded 
utilizing a VERB "plan ... ." (which is utilized to initialize 
a module for planning a part). Upon receipt of query Ql, the 
holding expert then performs an input operation indicated by 
II, which includes reading an appropriate file which includes 
geometric, topological, feature information, and other 
information regarding the parts to be produced. After the 
part is read, initial planning steps will be performed, as 
indicated in block PI. More particularly, holding expert 82 
will perform gripper selection, which includes picking -a robot 
gripper, and which includes picking a temporary repo gripper. 
In addition, holding expert 82 will predict the minimum number 
of repos that will be needed to complete the overall bend 
sequence. After performance of the initial planning steps in 
PI, holding expert 82 then sends the resulting information 
back to bend sequence planner 72 via a response Rl . The 
response includes a savelist which includes a list of names of 
attributes to be saved by bend sequence planner 72 . The 
savelist further includes, along with each attribute name, the 
parameters and values accompanying each attribute to be saved 
by bend sequence planner 72. The attributes to be saved by 
bend sequence planner 72 at this point include the selected 
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robot gripper, the temporarily selected repo gripper, and the 
values indicative of the minimum predicted number of repos 
which will be necessary to complete all of the bends of the 
bend sequence. 

5 After response Rl (e.g., in step S38 of the bend 

sequence planning process illustrated in Fig. 22B) , the search 
is started. After commencing the search, a query Q2 is sent 
to holding expert 82 (e.g., at step S72 of the bend sequence 
planning process illustrated in Fig. 23A) . The query Q2 

10 includes bend sequence information, and a request for a 
proposed subplan, a k cost and an h cost associated with that 
particular node. In this regard, a "get" FEL command may be 
utilized to perform this query. After receipt of . query 02, 
holding expert 82 will then, perform planning steps indicated 

15 in block P2, which include predicting the number of repos 
which will be needed after performance of the presently 
proposed bend-related operation, determining the grasp 
location (i.e., the location at which the robot should grasp a 
workpiece in order to perform the presently proposed bend), 

20 and potential repo locations (for the repo gripper 's grasp on 
the workpiece) , and will also determine k and h costs 
associated with the particular proposed bend-related operation 
(which would include either a bend or a repo). Once all the 
planning is performed in block P2, holding expert 82 will then 

25 respond with a response R2 to bend sequence planner 72, the 
response including the k and h costs, a subplan, and various 
attributes which will be saved by bend sequence planner 72 as 
specified in a savelist forwarded by holding expert to bend 
sequence planner 72. If the presently proposed node is not a 

30 repo node, k will either be equal to 0 or infinity, 0 
indicating that no repo is necessary at the present node, and 
infinity indicating that there are no available places for the 
robot to grasp the workpiece without first performing a repo. 
The h value will be equal to 30 (an estimated amount of time 
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it takes to perform a repo) times the predicted number of 
repos from the present node to the goal nodes. If the present 
node is a repo node, k will be equal to 30, if the repo is 
possible, or infinity if a repo cannot be performed at the 
5 present level of the search for the present node. The h cost 
will be 30 times the predicted number of repos which will need 
to be performed after performance of the present node bend- 
related operation. 

After performance of processing in relation to query Q2 
10 and response R2, bend sequence planner 72 will then query 
various other experts including tooling expert 80 and motion 
expert 84, in order to obtain* their respective' subplans and 
costs, and repeatedly will query each of the experts in 
association with each node generated during the search in 
15 order to form a complete bend sequence plan which includes 
nodes from the start node to the goal node. Once the search 
has ended and a solution has been obtained, bend sequence 
planner 72 will forward another query Q3 to holding expert 82 
which includes a request for the suction cup plan, again 
20 utilizing the "get" verb of FEL. In response to query Q3, 
holding expert 82 will perform suction cup planning as 
indicated by block P3. Suction cup planning will include a 
determination of what locations along the workpiece 
loader/unloader may place its suction * cups " during loading and 
25 unloading of the workstation. Once the suction cup planning 
has been completed, holding expert 82 will respond with 
response R3 to bend sequence planner 72. Bend sequence 
planner 72 will subsequently again query, by query Q4, holding * 
expert 82, for the final repo gripper that will be used and 
30 the location of the repo gripper on the workpiece for various 
stages of the bend sequence. The "get" verb of FEL may be 
used for this query. After receipt of query Q4, holding 
expert 82 will perform the planning indicated in block P4, 
which includes repo planning to be performed after the search. 
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In performing the repo planning after the search, holding 
expert 82 chooses* a true repo gripper to be utilized in 
execution of the resulting bend sequence plan, and finalizes 
the repo position based upon the chosen repo gripper. After 
5 completion of the repo plan after the search, holding expert 
82 will forward a response R4 to bend sequence planner 72. 
Thereafter, in query Q5, bend sequence planner 72 will further 
query holding expert 82 for a backgage plan. Accordingly, 
holding expert 82 will perform backgage planning as indicated 
10 by block P5, and will respond to bend sequence planner 72 with 
the appropriate backgage plan in response R5. 



sequence planner 72 will have queried the motion expert 84 for 
15 its final plan information, and will await, before execution 
of the plan, the results of the final motion plan from motion 
expert 84. After receipt of the final motion plan from motion 
expert 84, bend sequence planner 82 will then proceed to 
forward the final plan to sequencer 76. 
20 In the illustrated dialogue between bend sequence 

planner 72 and tooling expert 80 in Fig. 30, several queries 
are illustrated from bend sequencer planner 72, indicated by 
query lines Qll, Q12, and Q13, and several responses are 
illustrated by response line Rll, R12, and R13. As indicated 
25 by the first query line Qll, at some point in time before 
commencing its search (e.g., at step S32 in the bend sequence 
planning process illustrated in Fig. 22A) , bend sequence 
planner 72 will command tooling expert 80 to start its 
processing, and will forward the name of the part to be 
30 produced with the use of a "plan" verb in FEL. Upon receipt 
of query Ql, as indicated by input line 12, tooling expert 80 
will then read an appropriate part file. Subsequently, 
tooling expert 80 will perform various planning steps as 
indicated by blocks Pll, P12 and P13. These planning steps 



Once all the planning has been performed by holding 
expert 82, including the final planning after the search, bend 
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include selection of a tool profile, bin-packing, and 
performing a calculation of an initial h value (which 
corresponds to the total number of predicted stages that will 
be needed to perform all of the bends of the bend sequence) . 
5 The bin-packing algorithm comprises the selection of tool 
segments that will together add up to the appropriate stage 
length for each stage to be utilized by the bending 
workstation in performing the bends of the bend sequence. 
Once all of the appropriate plan information is gathered in 
10 planning blocks Pll, P12, and P13, tooling expert 80 will 
respond as indicated by response line Rll, to bend sequence 
planner 72, and will indicate to bend sequence planner 72, via 
a savelist, various attributes to be saved. Subsequently, 
(e.g., at step S38 in Fig. 22B) , the bend sequence planner 12 
15 will commence it search. Once the search is commenced, and 
after the information has been gathered from holding expert 82, 
bend sequence planner 72 forwards a query Q12 to tooling 
expert 80, which includes the bend sequence at that point of 
. the search and a query for the subplan and associated k and h 
20 costs. The verb "get" in FEL is utilized for this query. 
Tooling expert 80 then performs planning steps, as indicated 
by planning block P14, which include picking of a stage length 
to correspond to a bend and a location along that stage where 
. the bend should be performed, arranging the stages, 
25 calculating the k and h costs, and performing fine motion 
planning. Then, tooling expert 80 responds to bend sequence 
planner 72 via response R12, and forwards the k and h costs 
and the associated subplan information to bend sequence 
planner 72. A savelist is also included in response R12 which 
30 indicates information and attributes that should be saved by 
the planner. Subsequent queries and responses may be 
exchanged throughout the search, with tooling expert 80 and 
with other experts 82 and 84 before the search is finished. 
Once the search ends and a solution has been found (e.g., in 
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step S56 in Fig. 22D of the bend sequence planning process), a 
query Q13 instructing the tooling expert to finalize will be 
forwarded to tooling expert 80. Tooling expert .80 will then 
perform its appropriate final processing, and return, via 
response R13, any final information to bend sequence planner 
72. Subsequently, bend sequence planner 72 requests final 
information and final processing to be performed by motion 
expert 84 and will await the results thereof. Once the final 
motion planning results have been obtained by motion expert 84, 
bend sequence planner 72 will compile all information to form 
a final plan, and will forward the same to sequencer 76. 

As illustrated in Fig. 31, bend sequence planner 72 
communicates with motion expert 84 before, during and after 
performing a search, in the form of queries and responses 
which may include the queries indicated by query lines Q21, 
Q22 and Q23, and respective response lines R21, R22 and R23. 
Initially (e.g., as indicated at step S34 in Fig. 22A) , a 
first query Q21 may be forwarded to motion expert 84 which 
includes a start command, and the name of the part to be 
produced. Upon receipt of query Q21, motion expert 84 will 
.then input the appropriate part file and a channel file which 
represents all of the free space channels through which the 
part and the robot may be manipulated in performance of the 
various bends and operations of the bend sequence. This input 
is indicated by 13. Thereafter, motion expert 84 will send a 
response R21 to bend sequence planner 72, indicating, 
essentially, that .the information was read in and 
acknowledging that it is ready for the next query by bend 
sequence planner 72. Sometime thereafter (e.g., at step S38 
in Fig. 22B) , the state-space search of the bend sequence 
planner 72 will commence. Then, bend sequence planner 72 will 
query 'holding expert 82 for various information while 
performing the first level of the search, then query tooling 
expert 80, and thereafter send a query Q22 to motion expert 84. 
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Query Q22 includes information about the bend sequence, the 
gripper location and the bend locations on the stages (in the 
form of a bend map) . This query may be sent to motion expert 
84 by using a "get" verb in FEL. Upon receipt of query Q22, 
5 motion expert 84 will perform processing in processing block 
P21, and thus will develop a subplan and determine the k and h 
costs for performing the bend proposed by bend sequence 
planner 72 at that particular point in the bend sequence. The 
resulting k and h costs and subplan are returned to bend 

10 sequence planner in response R22. Afterward, additional 
processing by other experts 80, 82, and by motion expert 84 
may be performed in order to complete the search. 

Once the search has ended and the solution has been 
obtained, bend sequence planner 72 will, send an additional 

15 query Q23, which includes a finalize command. With query Q23, 
bend sequence planner 72 will forward information to motion 
expert 84 so that motion expert 84 may perform all final 
planning operations. Such forwarded information would include 
the bend sequence, the gripper locations for each bend in the 

20 sequence, the repo locations for each repo to be performed, 
the bend maps corresponding to the bends of the bend sequence, 
and all fine motion plans which have been developed by tooling 
expert 80, in order to bring the workpiece into and out of the 
die space when performing each bend in the bend sequence. 

25 Motion expert 84 utilizes that information to perform the 
processing indicated in processing block P22. More 
particularly, motion expert 84 will figure out the various 
starting and finishing points in order to develop, a gross 
motion plan. A search algorithm is then performed in order to 

30 form paths between the gross motion starting and finishing 
locations. Then, the resulting gross motion paths are linked 
' with the fine motion paths so that a complete motion scheme is 
formed, commencing with acquiring the workpiece from the 
loader/unloader during loading of the workstation, bringing 
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the workpiece to each of its bends, and finally bringing the 
finished workpiece to the loader/unloader to be unloaded from 

the workstation. 

The complete motion plan is then returned to bend 
5 sequence planner 72 in a response R23. Once the complete 
motion plan has been received by bend sequence planner 72, 
bend sequence planner 72 may compile the complete plan, and 
forward" the same to sequencer 76 for execution. 

Fig. 32 illustrates a flow chart of an example process 

10 for performing robot ' gripper selection. This process is 
performed, e.g., in planning block PI in Fig. 29. In a first 
step S128, a library of grippers is read in. Then, m step 
S130, the process prunes obviously bad grippers, e.g., if they 
have certain dimensions which are inappropriate for the type 

is of work being performed by the bending workstation. In step 
S132, a minimum number of repos for each gripper is predicted. 
Thereafter, in step S134, the one or more grippers having the 
smallest predicted number of repos is selected. Then, in step 
S136, among the selected grippers, all of the grippers having 

20 the largest width are selected. Among the remaining grippers, 
those with the smallest length from the tool center point to 
the front tip of the gripper, are selected. Among those 
selected grippers, the grippers with the shortest knuckle 
height are selected. If there is only one gripper having the 

25 . largest width- among the selected grippers, then that gripper 
will be selected and no further determination is needed as to 
the length of . the gripper or as to the knuckle height of the 
gripper. Similarly, if several grippers have the largest 
width among the select grippers, but only one gripper has the 

30 smallest length, then that gripper will be selected and no 
further determination will be needed as to the knuckle height 
of the gripper. If there are several grippers left that have 
an equal shortest knuckle height, as determined in step S136, 
then any one of those grippers may be chosen. Thereafter, m 
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step S138, the chosen gripper is returned to the holding 
expert. 

As illustrated in Fig. 32, a prediction must be made as 
to the minimum number of repos needed for each gripper in step 
5 S132. Such a prediction of the minimum number of repos, 
before the search, can be performed by utilizing the exemplary 
process -illustrated in Fig- 34A. The goal of the -process 
depicted in . Fig. 34A is to, for a given robot gripper . and a 
given part, predict the minimum number of repos. that will be 
10 needed in order to form the complete 3D part. Among the 
information utilized. In order to perform the prediction, 
information is needed regarding both the 2D part, and 3D part 
(the completely formed bent part) . In a first step, discrete 
points are generated around a periphery of a part of a 2D 
15 representation of the part. Such discrete points, located- a 
set distance from the edge of the part, are illustrated in Fig. 
33A. The granularity shown in Fig. 33A is merely for the 
purpose of explanation of the algorithm, and does not 
necessarily reflect a preferred granularity. The granularity 
20 of the discrete points may be varied in order to obtain an 
optimum accuracy, while not sacrificing the speed of the 
search process. 

Assuming a grasp position at a first one of the discrete 
points, a bend set including all of the possible bends for 
25. that robot grasp position will be identified in step S142, 
assuming that the part is still flat, (in 2D) and that the 
part is at the L/UL. This is repeated for each discrete point 
around the periphery of the 2D part 16a (e.g., as shown in Fig. 
33A) , and all bend sets for each corresponding robot grasp 
30 point are identified. 

Thereafter, in step S144, a determination is made as to 
the minimum number of unions of the bend sets determined in 
step S142 that will form a complete set of bends (i.e., all of 
the bends of the bend sequence) . This minimum number of 
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unions will be identified as a 2D minimum number of repos R2. 
Thereafter, in step S146, the discrete points are generated 
around the periphery of a 3D part 16b (e.g., as shown in Fig. 
33B) . It is noted that the granularity shown in Fig. 33B is 
only shown by way of example, and does not necessarily 
represent the preferred granularity for performing the present 
algorithm. The appropriate granularity for the generation of 
points around the outer periphery of the part may be modified 
in accordance with the desired accuracy and speed of the 
algorithm. For each point generated around the periphery of 
3D part 16b, the corresponding bend set (i.e., all of the 
possible bends that may be performed when the robot is 
grasping the part at that location) is identified, thereby 
identifying all of the bend sets for all of the discrete 
points around a periphery of 3D part 16b. Then, proceeding to 
step S150 (in Fig. 34B) , the minimum number of unions required 
to get a complete set of bends (i.e.,. all of the bends of the 
bend sequence) is determined, and is called R3 which 
represents the minimum number of 3D repos. In performing step 
S148, all of the possible sets of bends in grasping at the 
respective discretized X positions on 3D part 16b are formed 
assuming a particular gripper, and further assuming that the 
3D part is located at the repo station. At step S152, the 
values R2 and R3 are returned to the algorithm- for selecting 
the robot gripper (e.g., as disclosed in Fig. 32) and to the 
holding expert. The value R3 represents an upper bound number 
of predicted repos, since it is more difficult to hold the 
workpiece when it is completely bent, i.e., a 3D part, than it 
is to hold the workpiece in performing bends when it is a flat 
part. The value R2 represents a lower bound number of 
predicted repos. The selection of robot gripper algorithm and 
the holding expert may each utilize either the lower value R2, 
the upper value R3, or a combination of the two in performing 
their calculations and determinations. For example, for 
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purposes of choosing a robot gripper (in step S134 shown in 
Fig. 32), the lower number R2 may be first considered. If 
there are more than one grippers with an equal smallest 
predicted number of repos R2, but with different values R3, 
5 then the grippers with the smallest value R3 may be selected. 
These selected grippers, if more than one, would then be 
further evaluated in accordance with step S136, as shown in 
the flow chart of Fig. 32. 

Fig. 35A illustrates a process for predicting the 

10 minimum number of repos which can be used during the search. 
The algorithm for predicting the minimum number of repos used 
before the search did not include an evaluation of 
intermediate parts, in order to save time. In order to have 
better accuracy throughout the search, the algorithm depicted 

15 in Fig. 35A also considers a formed intermediate part, and the 
variations of the part as it moves throughout the various 
bends. 

In a first step S154, an intermediate part is formed, by 
calling an appropriate function in a geometric modeling 

20 library. The intermediate part includes all of the bends in 
the bend sequence so far up to the present node of the search.. 
Thereafter, in step S156, discrete points are generated around 
the periphery of the intermediate part, in a manner similar to 
that described in the process of Figs. 34A-34B, and in a 

25 manner similar to that illustrated in Figs. 33A and 33B. Once 
the discrete points are generated, in step S158, a bend set is 
determined for each grasp location point. In other words, a 
determination is made as to all of the possible bends that may 
be performed while the robot gripper is grasping the part at 

30 each discretized point. In step SI 60, a determination is made 
as to the minimum number of unions of the bend sets generated 
in step S158 needed to form a complete set of bends (i.e., all 
of the bends of the bend sequence). This number is called Ri. 
Once the value Ri is determined, then, in step SI 62, discrete 
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points are generated around the periphery of the 3D part. A 
bend set (i.e., the possible bends that may be performed for 
each gripper position along the discretized points) is then 
identified in step S164(see Fig. 35B) . The minimum number of 
5 unions of the bend sets is then determined which would be 
necessary to form a complete set of bends (i.e., all of the 
bends of the bend sequence) . That minimum number of unions is 
referred to as R3." Then, in step S168, a low h cost Ri(c) and 
a high h cost R3 (c) are assigned and returned to the planner. 

10 The cost values Ri(c) and R3(c) are estimates of the amount of 
time it takes to perform a repo times the minimum number of 
repos (Ri and R3, respectively) - Instead of sending the low h 
cost and high h cost as noted in step SI 68 to the holding 
expert, the process for predicting the minimum number of repos 

is during the search may send the values Ri and R3 themselves. 

Fig. 36A illustrates an example process for determining 
the robot grasp locations, as performed in planning block P2 
in the chart depicted in Fig. 29 by holding expert 82. In a 
first step, S170, an intermediate part (having the bends 

20 corresponding to the present node of the state-space search of 
the bend sequence planner) is constructed. Thereafter, in 
step S172, all edges which are not appropriate for grasping 
are rejected. For example, an edge may be rejected if it is 
not a face which is parallel to the robot's XY plane. In 

25 addition, an edge may be rejected if it is inaccessible by the 
robot gripper when the. part is loaded in the die space. . In 
addition, the edge may be rejected if the edge is too close to 
the die, so that the robot would collide with the tooling 
before and/or during the bend operation. The edge may also be 

30 rejected if grasping the workpiece on such an edge would- cause 
the robot to be outside of . its work space . 

For each non-rejected edge, the steps following step 
S172 are performed (shown in Fig. 36A) . In step S174, for 
each non-rejected edge, every vertex is transformed from sheet 
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coordinates to edge coordinates. In this regard, by way of 
example, an illustration is provided in Fig. 37 in order to 
define an example set of sheet coordinates X 3 and Y 3 on a 
workpiece 16 having bend lines 1/ 2, 3, and 4, which may be 
5 transformed to edge -coordinates X e and Y e which correspond to 
the edge of workpiece 16 which is next to bend line 1. 

In terms of edge coordinates, each edge is discretized 
ties into points along the X axis in step S176. Thereafter, 
in step S178, for each discretized ties point, X p , grasp lines 
10 are generated which extend along the Y axis. In order to 
generate the grasp lines along the Y axis, several process 
steps are performed. For example, referring to Fig. 38, for a 
discretized point x p/ a (broken) grasp line 306 is formed 
along the Y axis. For the discretized ties point x p , an 
15 initial Y value Ys is proposed which is set at a distance from 
the edge {e.g., 3 mm). -It is assumed that the gripper is 
oriented to be normal to the X axis in edge coordinates . A 
determination is then made as to whether or not the point Ys 
is out of the robot's work space, while the workpiece is at 
20 the loader, the repo station, or at one of the stages. If 
this is the case, a new point along a line corresponding to 
the discretized ties point Xp and normal to the edge is found 
that . is within the work space. For the first valid Yp, a 
determination is made as to whether Yp is beyond the gripper 1 s 
25 maximum reach. If so, the value Yp is rejected. In addition, 
a determination is made, as to whether or not the gripper can 
make good pad contact with the part if the gripper is at the 
position Yp. If no good pad contact can be made, the position 
Yp is rejected. New values for Yp are proposed, until line 
30 306 reaches a first maximum location at which the robot can 
grasp the part, that first maximum position being Yf. This 
distance is defined by the fact that pads cannot have good 
contact any more due to holes or "due to a boundary in the part. 
For example, a maximum position Yf is found right before a 
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first hole 307 in the workpiece 16 shown in Fig. 38. The next 
viable or potential Yp is then found along the line running 
perpendicular to the edge and is defined as a new initial or 
starting position Ys'. Y values Yp are then proposed and 
5 tested until an additional final position Yf is found due to 
limits because the pads cannot have good contact or due to the 
fact that the part has a boundary at that location. Thus, as 
shown in the workpiece in Fig. 38, Yf* is determined to be 
just before second hole 308. This process is repeated until 

10 the end of the line 306 reaches the gripper's maximum reach or 
the boundary on the opposite side on workpiece 16. Thus, an 
additional line segment extending from Ys" to Yf" is generated. 

Once the grasp lines have been generated for each 
discretized point Xp, later in step S180 (see Fig. 36B), a 

15 common grasp area is defined for the present bend in the 
search, and is defined to be the intersection of the current 
grasp lines with the grasp lines determined for previous bends 
since the last chosen repo in the search. A k cost of 0 is 
assigned if the intersection is not equal to 0, and a k cost 

20 of infinity is assigned if the intersection is 0. This 
signifies that the present bend cannot be performed since the 
grasp areas needed to perform the bend are not common with the 
previous bend. Thereafter, in step SI 82, a temporary grasp 
location is selected within a defined common area. 

25 Whenever it is determined that there is no intersection 

of grasp regions, and thus a repo is necessary, final grasp 
locations are selected for the bends preceding the repo, since 
it is known that the grasp location will not change any 
further for that set of bends. A final grasp location is 

30 selected such that a large repo are is generated. 

Fig. 39 illustrates the evolution of the common grasp 
are.a as determined throughout a search, as calculated by a 
determined robotic grasp locations process, e.g., as 
illustrated in Figs. 36A-36B. The grasp area for bend 1 is 
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first determined as illustrated in view A. Then, with bend 1 
having been already performed, and the corresponding flange 
being bent (indicated by the cross-hatched lines in view B) , 
the potential grasp regions which can be utilized to perform 
5 bend 2 are determined as illustrated in view B. The 
intersection of the regions in views A and B ' is then 
determined as illustrated in view C. Then, bend 2 is 
performed (indicated by cross-hatched lines in view D) , and 
the total available grasp regions which may be utilized to 

10 perform bend 3 are determined as shown in view D. To go from 
bend 2 to bend 3, an intersection is made of the regions in 
views C and D, as shown in view E. This signifies that there 
is no different- intersecting region and that a repo must be 
done before bend 3 can be performed (as indicated by the 

15 cross-hatched lines in view F) - The repo is then performed, 
and bend 3 is performed. Before performing bend 4, the 
potential .robot grasp regions for that bend are determined as 
illustrated in view F. In order, to determine the exact grasp 
position to perform bend 4, an intersection is made of the 

20 regions in views D and F, as indicated in view G. This is the 
region for the robot grasp location that can be utilized in 
order to perform both bends 3 and 4 . 

Each bend, which has already been performed, is 
indicated by cross-hatched lines being placed on the flange 

25 that is bent. The grasp regions are indicated by a solid, 
black line. 

Fig. 40' illustrates first and second views of a 
workpiece 16, the views showing the grasp line regions 
determined before performing a first bend, and before 
30 performing a second bend, respectively. As can be seen in Fig. 
40, the grasp line region 309 comprises a certain large area 
of the workpiece 16.- The lower view illustrates the 
intersection of the grasp line region (i.e., the grasp area) 
shown in the top view which can be utilized to perform the 
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first bend and a grasp line region (not shown) which may be 
utilized to perform the second bend. Thus, grasp line region 
310 is a small subset of the grasp line region 309, and may be 
utilized as a grasp location to perform both the first bend 

5 and the second bend. 

Fig. 41A illustrates an example embodiment of a process 
for determining the repo gripper locations which will be 
performed during repo planning after the search as indicated 
by planning block P4 in Fig. 29. In a first step S184, an 

10 intermediate part is constructed. The edges which are not 
appropriate are then rejected in step S186. For example, the 
process may reject an edge if it does not correspond to a face 
which is parallel to the robot's X-Y plane. For each non- 
rejected edge, the steps following step S186 are performed. 

is In step S188, the intermediate part is transformed from sheet 
coordinates to edge coordinates. Thereafter, in step S190, 
the edge of concern is discretized along the. X axis (in a 
manner similar to that illustrated in Figs. 33A and 33B) with 
an appropriate granularity. Then, in step S192, grasp lines 

20 are generated along the Y axis, by generating points along the 

Y axis from a first point Ys (e.g., 3 mm) to the gripper-s 
maximum reach along the line which is placed on the discrete X 
point. For every point along that line, if the repo gripper 
interferes with a previous robot gripper location, that Y 

25 location is rejected. In addition, for each Y position, if 
the repo gripper interferes with any portion of the part, that 

Y position is rejected. In addition, if there is no good pad 
contact between the repo gripper and the part, that Y position 
is rejected. A line is thus drawn as shown in Fig. 38 from an 

30 initial position Ys to a final position Yf which is a first 
maximum position that the repo gripper may grasp the part 
until it hits a boundary portion (e.g., a hole in the part). 
Additional sets of initial and final positions Ys and Yf are 
formed until the repo gripper reaches its maximum reach (e.g., 
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at Yf" as shown in Fig. 38), in a manner similar to that 
performed in the process for determining the robot's grasp 
locations as disclosed in conjunction with Figs. 36A and 36B. 
A final repo location is assigned (in consideration of 
5 previous and current robot gripper location) when the search 
reaches the goal or another repo becomes necessary. 

Fig. 42 illustrates an example embodiment of the process 
for performing repo gripper selection 'before the. search. This 
may not be actually implemented. In a first step S198, a 
10 library of grippers is read, and in a second step S200, a 
conservative repo gripper is selected. A conservative repo 
gripper. is defined as a gripper which is narrow and short, and 
is capable of holding the part (in either 3D or 2D shapes) . 
The selected repo gripper is a temporary solution, since a 
15 final repo gripper selection will be performed after the 
search is completed. The repo gripper selection after the 
search is illustrated in Figs. 43A-43B. In a first step S202, 
all the intermediate part geometries for the various bends 
throughout the bend sequence are constructed. In other words, 
20 in accordance with the order of bends determined from the 
search, the appropriate ' intermediate part geometries 
corresponding to each bend within the bend sequence are 
constructed. Then, in step S204, grippers are pruned, which 
are deemed inappropriate due to obvious reasons (e.g., they 
25 cannot grasp a part because of insufficient dimensions) ♦ Then, 
in step S206 available repo grippers are identified based upon 
two robot grasp locations which include an initial robot grasp 
location before the repo and a repositioned robot grasp 
location. Each of these positions has been already determined 
30 in the search process. If the ■ previously determined temporary 
repo position, determined during the search, could be improved 
upon in view of the repo grippers that are identified as 
available, then the position is adjusted. In step S208, if 
there are more than one available repo grippers (after 
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pruning), then the repos with the largest width are selected. 
If there are more than one repo grippers with the largest 
width, then the ones with the smallest length are chosen. If 
there is more than one repo gripper with the smallest length, 
5 then the one with the shortest knuckle . height is chosen. If 
there are several repo grippers with the same smallest knuckle 
height, then any one of those is chosen. Currently, a repr 
gripper is selected such that it allows a larger robot gripper 
' to be selected and it guarentees a successful generation of 

io repo gripper locations. The width of a repo gripper is 
determined by the dimension of possible area of 3D part for 
' grasping. The knuckle height of a repo gripper is determined 
to be taller than the minimum flange height of 3D part. 

As shown in Fig. 30, in a planning block P12, a bin- 

15 packing algorithm is performed before the search is started. 
During the execution of the bin-packing algorithm, a plan is 
produced that specifies how the segments should be put 
together to form each stage in a list of stages to be chosen 
from. Fig. 44 illustrates an' example bin-packing algorithm. 

20 In a first step S210, the process builds a list of bend line 
lengths, and forms a stage length list having stage lengths 
equal to the lengths of the bend lines to be formed on the 
- workpiece. In addition, the process builds or reads a list of 
available segment lengths which may be chosen from in order to 

25 form the stages in the stage length list. Then, for each 
different bend line length (i.e., for each stage length) each 
of steps S212 and S214 is performed. In step S212, an A* 
search is performed in order to determine a combination of 
segments which could be used to form the particular stage. 

30 Then, in step S214, the process returns a solution set of 
tool/die segments to the tooling experts. 

In performing the A* search, the initial node n 0 is 
expanded to include a plurality of nodes at the first level of 
the search, each of the expanded/ successor nodes at the first 
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level corresponding to one of the available segment lengths 
(i.e., lengths of a tool punch and corresponding die segments) . 
For example, if the available tool segment lengths are 10 mm, 
15 ram, 22 mm, 40 mm, 80 mm and 160 mm/ the nodes at the first 
5 level would correspond to each of those segment lengths. The 
k cost assigned for each successor node is the length of the 
segment corresponding to the present node and the h cost is 
set equal to the length of a remaining portion of the stage 
which is yet to be formed by the segments (i.e., how far the 

10 search process is from the goal) . 

Figs. 45-46 illustrate how the h cost that is assigned 
by the tooling expert throughout execution of the search, and 
forwarded to the bend sequence planner 72 (in response. R12, as 
shown in Fig. 30), is calculated. The tooling h cost is 

15 determined as a function of the total number of predicted 
stages that will be needed to perform all of the bends in the 
bend sequence. 

More specifically, h T E for n 3 , h initial is an initial h 
cost equal to the total number of predicted stages needed to 

20 perform all bends of the bend sequence multiplied by an 
approximate amount of time (e.g., 600 seconds) needed to 
install each stage, and k'^ for n 3 is the summed tooling k 
costs from node n 0 to node n 3 . In order to determine initial h 
cost (h init iai) (the total predicted number of stages) a process 

25 is performed before the search (in planning block P13 in Fig. 
30), as shown in Figs. 45 and 46. A first example workpiece 
is illustrated^ in the top portion of Fig. 45, and a second 
example workpiece is illustrated in the bottom portion of Fig. 
45. In the first example workpiece, a total of four bends are 
' 30 to be performed, and the workpiece is to have a total of five 
faces after the bends are performed. In the second example 
workpiece, a total of four bends are to be performed, and the 
workpiece will have a total of five faces after the bends are 
performed. In order to assist in the. prediction of the total 
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amount of stages which will be needed to perform the bends, a 
bend "test strip" 370 is laid across each bend line of the 2D 
representation of the workpiece. In each of the examples 
shown in Fig. 45, such a bend "test strip" 370 is laid across 
5 the bend line which is darkened. 

Fig. 46 illustrates an example flow chart of the steps 
that may be performed in order to determine the initial 
tooling h-cost (h ini tiai)/ which is the total number of 
predicted stages needed to perform all of the bends on the 
10 workpiece. In a first step S216, a first stage length which 
is equal to the length of the longest bend line is placed 
within the set of assigned stages. Thereafter, a test is 
performed for each bend line, by performing step S218 and the 
steps following step S218 for each bend. In step S218, a 
15 determination is made as to whether or not an extra stage is 
needed. This is done by placing a narrow "test strip" across 
the bend line in the manner illustrated by the examples shown 
in Fig. 45. If a difference value, equal to the total number 
of faces after placing the test strip over the bend line minus 
20 the total number of faces before the test strip, is less than 
or equal to 3, then no extra stage is needed. Otherwise, an 
extra stage is needed. In a next step S220, if an extra stage 
is needed (i.e., predicted), the longest stage (from the stage 
list) that can be used to perform the bend being tested is 
25 assigned, i.e., placed in the set of assigned stages. Then, a 
determination is made in step S222 as to whether the newly 
assigned stage is equal to a stage already in the set of 
assigned stages. If the newly assigned stage is already in the 
set of newly assigned stages, the -newly assigned stage is not 
30 appended to the set, as indicated in step S226. However, if 
it is not already in the set of assigned stages, the newly 
assigned stage will be appended to the assigned stage set in 
step S224. Thereafter, the process returns from either of 
steps S224 and S226 to step S218, if there are additional bend 
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lines which need to be evaluated. Once all the bend lines 
have been evaluated by the process, the process proceeds to 
step S228, where- the initial tooling h_cost is set to the 
product of 600 and the predicted number of stages (which is 
5 the total number of stages which have been placed in the set 
of assigned stages) . 

Applying the process steps as shown in Fig. 46 to 
Example 1- of Fig. 45, the faces after placement of the test 
strip along the bend line are equal to 8,. and the number of 

10 faces before the placement of the test strip along the bend 
line is equal to 5. Thus, 8-5=3, and no extra stage is 
predicted. In Example 2 shown in Fig. 45, the number of faces 
after the test strip is placed over the bend line is 10. 10- 
5=5, which is greater than 3. Accordingly,, an extra stage is 

15 predicted for Example 2. 

Fig. 47A illustrates a tool selection process overview 
which forms part of the tool profile selection planning block 
Pll in Fig. 30. The process begins at the bend sequence 
planner in . step S471, and proceeds to the tooling expert 

20 (tooling module) which operates in step S472. In response to 
receipt of a "PLAN" command in FEL from the bend sequence 
planner, the tooling expert forwards the part's geometric 
model, bend-graph data, and a tool library to a tool filter 
module. In step S473, the tool filter module determines a 

25 selected die, die-holder, die-rail and a list of feasible 
punches. In determining such information, the tool filter 
module performs several steps for each bend to be performed on 
the workpiece as indicated by the bend-graph data. The tool 
filter module reads necessary data for the bend, and selects 

30 the die, die-holder, and die-rail based upon tonnage, V-width, 
angle and inside-radius requirements. The tool filter module 
then prunes the list of punches (to form a list of feasible 
punches) based upon tonnage, tip radius and tip angle 
constraints. • „ 
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The process then returns to the tooling module in step 
S473, which then forwards the part's geometric model, bend- 
graph data and a list of feasible punches to a profile select 
module. Then, in step S474, the profile select module selects 
5 the punch and punch holder to be utilized by the bending 
apparatus. In performing the profile selection, for each bend, 
the profile select module selects only those punches from the 
feasible list whose profile matches the geometry of the part. 
Punches with matching profiles will not collide with the part 
10 during the bending process. The profile select module then 
selects the best punch and punch-holder accordingly. The 
appropriate selected, punch and punch holder are. then returned 
,.to the tooling module which continues its functions at step 
S475. 

15 A more detailed explanation of the algorithm performed 

by the tool filter module will now be provided. In. a first 
step, the tool filter module reads the following data: the 
desired inside radius (IR) of each bend; the part material 
- thickness (T), the part material tensile strength; the minimum 

20 adjacent flange length (the minimum/preferred minimum length 
(height) of the shorter flange which runs along the bend line 
of the particular bend of concern) ; the bend length and bend 
-angle; and a tool library (the tool library includes inverted 
profiles of the punches which can be used) . 

25 In a second step, for each bend, the tool filter module 

performs the following steps : 

(a) A list of FEASIBLE_DIES is set to empty. 

(b) The list of available dies in the library is 

scanned, and for each die : 
30 if its y-width can produce the desired IR within 

some tolerance, and if its v-angle- closely matches the bend 
angle, and if the tonnage-per-meter required for this v-width 
and T. (computed using a bend force chart and tonnage 
equations), is within the tonnage capacity of this die, 
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then, add this die to FEASIBLE_DIES . 
It is noted that the tonnage-meter requirement for the 
v-width and T may be computed using a force chart and tonnage 
equations provided by Amada in their press brake tooling 
5 catalogues. In addition, or in the alternative, the tonnage- 
per-meter value may be calculated using the bend chart and 
tonnage equations provided in the text entitled "New Know-how 
on Sheet-Metal Fabrication Bending Technique, written by the 
Amada Sheet Metal Working Research Association, Machinists 
10 Publishing Company, Ltd., First Edition {May 15, 1981) , the 
content of which has been incorporated by reference herein in 
its entirety. 

(c) The die is selected from FEAS IBLE_DIES , which most 
closely satisfies the IR, bend angle, the minimum flange, and 

15 total tonnage requirements. If . the minimum flange length 
constraint is still not satisfied, then a warning is issued. 
The appropriate die-holder and die-rail for the selected die 
are then selected for the selected die. 

(d) The list. *of available punches in the library is 
20 then scanned, and for each punch: 

if the tip angle is less than but close to the 
selected die f s v-angle, and if the tip radius is less than and 
close to the IR, and if the tonnage-per-meter required for 
this bend is within the tonnage capacity of this punch, 
25 then this punch is added to the list of 

FEASIBLE_PUNCHES, for this bend. 

A more detailed explanation of the steps performed by 
the profile select module will now be provided. 

In an initial step performed by the profile select 
30 module, for each bend, the final (finished) 3D model of the 
part is aligned in relation to the appropriate tooling in a 
position in which it would be in the bending press after 
completion of the bend being evaluated. Then, for each bend: 
(a) The list of FEASIBLE_PUNCHES is scanned for this 
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bend, and for each punch, . if the 3D geometric model of the 
punch does not intersect the 3D geometric model of the part at 
the end of this bend, then this punch is a FEAS IBLE_PUNCH for 
this bend. The 3D part model is a sufficient condition, but 
5 may be over constraining and may be modified at a future date. 
For example, intermediate part models, representative of the 
actual shape- of the part at each bend in the sequence could be 
used as the profile selection is performed throughout the 
search process being performed by the bend sequence planner . 

10 .(b) The punch is selected among the FEAS IBLE_PUNCHES , 

which most closely satisfies the IR, bend angle, and tonnage 
requirements. The standard "robot- too ling" punch will be 
selected if feasible. It is noted that the selected punch may 
have to be used with its profile inverted (i.e., inverted in 

15 the Y direction/rotated around the Z axis by 180°), in order 
to satisfy the intersection test in step (a) above of the 
profile selection module. 

It is noted that one or both of the tool filter module 
and profile selection module calculations may be performed 

20 either before, during or after the search is performed by the 
bend sequence planner . 

Figs. 47B-47C illustrate a stage planning process which 
picks a stage and a location along the stage at which the 
workpiece will be loaded when performing a particular bend in 

25 the bend sequence, such planning being indicated in block PI 4 
of the dialogue diagram shown in Fig. 30. In a first step 
S230, an intermediate part model of the part 'is formed (with 
the part having the bends up to the present bend in the bend 
sequence) . 

30 In step S232, the biggest non-evaluated stage is chosen 

from the stage list (of available stages) . Then, in step S234,. 
the present bend in the search is simulated with tooling 
expert (TE) collision checking, with the part being loaded at 
onto the tooling stage at a center position with respect to 
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the stage. Then, in step S236, a determination is made as to 
whether or not there was a collision during simulation of the 
bend. If there was a collision/ the process proceeds to step 
S238, where the bend being evaluated in the search is 
5 simulated with TE collision checking while the part is loaded 
at the left side of the tooling stage, with the left end of 
the bend line being placed just to the left of the left side 
of the tooling stage. If a collision is then determined in 
step S242, the process proceeds to step S246. 
10 If, however, a collision is not determined to have 

occurred in step S236, the position at which the workpiece 
will be loaded onto the stage is set to the center position in 
step S240, and the process proceeds (via connector B) to step 
S254 which 1 is shown in Fig. 47C. 
15 If a collision is not determined in step S242, after 

simulating the bend with the part positioned on the left side 
of the stage, the process proceeds from step . S242 to S244, 
where the position for loading the workpiece on the stage is 
set to the left position. Then -the process proceeds directly 
20 to step S254 (via connector B) . - 

In step S246, the bend is simulated with TE collision 
checking with the part positioned at the right side of the 
tooling stage (e.g., as shown in Fig. 48B), with the part 
being placed on a tooling stage so that the right end of the 
25 .bend, line is placed just to the right of the tooling stage 
while the bend is performed. If a collision is determined to 
have occurred during this simulation, the process proceeds to 
step S252. If no collision occurred during this simulation as 
determined in step S248, the process proceeds from step S248 
30 to step S250, wherein the loading position is set to the right 
position, before the process proceeds to step S254. If a 
collision did occur as determined at step S248, the process 
proceeds to step S252, wherein the chosen stage (chosen in 
step S242) is disregarded, and the process proceeds (via 
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connector C) to step S232 at the top of Fig. 47B. It is noted 
that the next non-evaluated biggest stage from the stage list 
will be chosen in step S232 at this point. However, the stage 
planning process may be designed so that it will go from a 
5 "failed" biggest stage straight to a stage having a length 
approximately equal to the bend line of the particular bend 

being evaluated. 

In step S254, the evaluated stage is deemed a solution 
stage. Thereafter, in step S258, the stages are arranged 

10 along the die rail, and in step S256, the necessary left-right 
clearances for stage juxtapositioning are computed. 

The above-referenced tooling expert (TE) collision 
checking process, referred to in each of steps S234, S238 and 
S246, may be performed as follows: 

15 The tooling expert collision checking comprises- mainly 

an intersection determination. The intermediate part 
corresponding to the particular bend being evaluated in the 
search is formed, and is further converted to a B-rep 
(boundary representation) which is compatible with the NOODLES 

20 geometric modeler. Then, an intersection is performed 
utilizing the appropriate NOODLES function. First, the number 
of faces of the part, as it changes shape throughout 
performance of the bend," are monitored. For each of a 
plurality of discretized shapes of the part throughout 

25 performance of the -bend, each of those shapes are intersected 
with the appropriate tools of the bending workstation during 
the performance of the bend. The resulting number of faces of 
the part, for each shape, is then counted. If the resulting 
number of faces, intersected with the tools, is greater than 

30 the expected number for that shape, then there has been a 
collision. 

The above-described steps define a preferred algorithm 
for performing a tooling expert collision checking process. 
In the alternative, the intermediate part before and after the 
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bend may be modeled by a bounding box, and the basic solid 
intersection function provided by NOODLES may be utilized to 
determine if the tools intersect with the bonding box 
representation of the workpiece for- the particular bend being 
5 evaluated during the search. 

A description will now be given of a process for 
determining the necessary left-right clearances for 
juxtapositioning the stages along the .die rail,, as computed in 
step S256 -of the process illustrated in Figs. 47A-47B. The 

10 lateral limits of the part at the particular bend being 
evaluated are calculated based upon the amount by which the 
workpiece extends beyond a side edge of the solution tooling 
stage, and a largest lateral limit for each side of the stage 
is determined. The stages arranged adjacent to the present 

15 solution stage are then appropriately spaced to have a gap 
between the adjacent side edges which is greater than or equal 
to the larger of the determined largest lateral limits of the 

adjacent side edges. 

In arranging the stages, in step S258 of the stage 

20 planning process shown in Figs. 47B-47C, the present solution 
stage (corresponding to the presently evaluated bend) is 
placed in the middle of the die rail if it is the longest 
solution stage that has been evaluated so far in the search. 
On the. other hand, if it is the shortest stage that has been 

25 decided upon at the present point in' the search, then it is 
placed at the first or left position along the die rail. All 
middle gradations, from the second largest down, are 
respectively positioned from the third position to the last 
position along the die rail, the third position being 

30 positioned just to the right of the middle position, and the 
last position being the position furthest to the right. ■ 

Additional considerations must be taken into account by 
the bend sequence planner to arrange the layout of the stages 
when. co-linear bends are to b e performed simultaneously in 
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performance of the operation sequence. There are issues which 
must be taken into account, such as the clearance of the part 
with respect to the stages when the co-linear bend is being 
performed, and the sizes, arrangement, and number of stages 
5 that are needed in order to accommodate the co-linear bend 
Vhile at the same time best using the resources at hand. One 
particularly important resource that must be conserved is the 
use of space along the die rail in order to set up the stages. 
The number, sizes, and spacings of the stages may be limited- 

10 because of limitations in die rail space. 

When planning the staging for performance of a 
particular co-linear bend, a decision should be made as to 
whether the co-linear bend can be done with only one stage, or 
whether two spaced stages are needed in order to allow 

15 clearance therebetween. Accordingly, the tool expert should 
consider whether the co-linear bends are interrupted (as is 
the case in Fig. 20E) or non- interrupted (meaning that one 
stage can be used for both bends, as is the case in Fig. 20D) . 
A search algorithm could be used, such as A*, in order 

20 to come up with an appropriate stage layout that can 
accommodate co-linear bends, while minimizing the number of 
stages and the spacing between stages that are needed. A 
significant cost to be taken into account by such a. search 
algorithm is the total length of the die rail, the amount of 

25 space along the die rail a certain staging solution will 
occupy, and amount of space along the die rail remaining at 
the present level of the bend sequence (being generated by the 
bend sequence planner) . 

Figs. 48A-48C illustrate respective intermediate 

30 representations of a workpiece, being modeled in relation to 
the tooling during performance of a bend. In Fig. 48B, the 
workpiece is at a right position along the stage. In each of 
Figs. 48A and 48B, the bend line is shorter than the length of 
the tooling stage. In Fig. 48C, the workpiece centered along 
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the tooling stage, where the bend line is slightly longer than 
the length of the tooling stage. 

In each of the graphic representations shown in Figs. 
48A-48C, the various components of the bend press are modeled/ 
5 including' the tool punch and the die, along with an 
intermediate representation of the workpiece. 

Fig. 49 illustrates a fine motion planning process, 
which may be performed in planning block 'P14 of the dialogue 
- chart shown in Fig. 30. In a first step S260 of the process 
10 Illustrated in Fig. 49, parameters are set and initialization 
steps are performed. In this regard, the 3D models of the 
tooling and the part are read, and various initialization 
functions are performed. The goal parameters are set up based 
upon the tool and part geometry, and the desired clearance. 
15 In addition, the portion of the part inside the bend line is 
rapidly analyzed, and a bounding box that surrounds the part 
is computed. 

In step S262, a determination is made as to whether or 
not a simple solution path is readily available, by testing if 

20 the top of the part can clear the bottom edge of the tooling 
punch, and if certain features of the part satisfy constraints 
imposed by the tool geometry and the die opening. If such a 
simple solution path is readily available, the process 
proceeds to step S264, where a fine motion plan is quickly 

25 generated. The process is then forwarded to step S270 where 
it returns to the tooling expert with the fine* motion plan and 
the fine motion cost, which is equal to the amount of time 
that it takes to unload the part from the bend press. 

If a simple solution is not available as determined at 

30 step S262, the process proceeds to step S266, in which a 
modified A* search is performed. In performing the search, a 
plurality of feasible virtual configuration space nodes are 
generated and placed on the OPEN list with their respective 
costs. The first level of the search includes several 
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generated intelligent direction feasible VC (virtual 
configuration) -space nodes that were appended to the OPEN list. 
When a node - from the OPEN list is expanded, it is expanded to 
include several neighborhood nodes representative of locations 
5 in the general neighborhood of the parent node. Each expanded 
node is tested for feasibility by utilizing a geometric 
intersection test. If the test is positive (i.e., there is no 
collision by the use of a negative intersection function) , the 
expanded node is appended to the OPEN list along with its cost. 
10 The cost is an h cost which is set equal to the Euclidean 
distance from the expanded node to the goal. The nodes on the 
OPEN list are continually expanded to lower levels in the 
search tree until the goal is reached or until the OPEN list 
becomes empty. 

15 At step S268, a determination is made' as to whether or 

not the goal was reached. . If the goal was reached, the fine 
motion planning process returns to the tooling expert with the 
fine motion costs and the fine motion plan in step S270. If 
the goal was not reached, the process proceeds to step S272, 

20 where the fine motion cost is^ set to infinity, and is sent to 

the tooling expert. 

Fig. 50 illustrates an example process for determining 
the motion expert k and h costs, as indicated in planning box 
P21 of the dialogue chart shown in Fig. 31. In a first step 

25 S274, the k cost is calculated to be equal to a calculated 
robot travel time to take the part from a position at a stage 
of an immediate preceding bend to the stage location 
corresponding to the presently evaluated bend in the search, 
without -regard to collisions. Then, in step S276, the h cost 

30 is calculated to be equal to the product of the , running 
average of the k cost values for the previous bends and the 
presently evaluated bend, and the sum of the number of 
remaining bends and twice the number of remaining predicted 
repos that will have to be performed before all of the bends 
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in the bend sequence are completed. 

In forming the gross motion scheme and the gross motion 
paths after the search is performed, as indicated in planning 
block P22 of the dialogue chart shown in Fig. 31, a state- 
space search algorithm, particularly an A* algorithm, may be 
performed to form each of the steps along the path from one 
point to another in order to bring the workpiece throughout 
its various stages in the bend sequence. When generating a 
path from an initial start position to a goal position, for a 
particular operation of the bend sequence, before deciding 
that the path will be the final path to be used, collision 
checking may be performed. In order to perform this collision 
checking, the workpiece, the robot, and the bend press may 
each be modeled, and intersection tests may be performed using 
the appropriate NOODLES functions. Fig. 51 illustrates a 
geometric model of a press brake 304, a workpiece bounding box 
300, and a robot 302. - In performing collision checking in 
connection with the gross motion planning, the workpiece is 
modeled by a bounding box 300. In Fig. 51, the position of 
the robot 302 and the modeled part 300 is shown in three 
positions extending between a stage used for the final bend of 
the bend sequence to a position at the far right of the 
diagram which corresponds to a position ready for unloading by 
the loader/unloader . 
4. Geometric Modeling 

Each module of planning system 71 utilizes geometric 
modeling functions in order to analyze the physical 
relationships between various components of the bending 
workstation and the workpiece as it is being, moved and 
developed. Such geometric modeling functions may include 
representing stock, intermediate, and final parts, checking 
for interferences during motion planning and assisting in 
selecting robot grip positions. In addition, needed geometry 
information may be provided to assist the sub-planners in 
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determining punch geometry selection, tool placement, 
loader/unloader suction cup 31 placement, and interpretation 
of sensing signals. Simplified geometric representations may 
be provided for fast computations (e.g., bounding boxes, 
5 convex hulls, and 2D cross-sections), which may be needed to 
perform geometric-based reasoning methods (e.g., oct-tree 
representations, and configuration spaces). A geometric 
database of physical components may be provided which includes 
both symbolic descriptions (e.g., labeled features) along with 

10 actual geometry data of physical components. Other geometric 
modeling functions may be provided, although they are not 
specifically enumerated herein. 

In a particular embodiment of the present invention, 
NOODLES is utilized to perform many of the noted modeling 

15 functions. Several reasons may be given for using NOODLES to 
implement the geometric modeling functions. NOODLES includes 
a large package of geometric routines and is accessible to 
C/C+/C++ source code. In addition, NOODLES is capable of 
handling non-manifold ' geometry (e.g., OD, ID, 2D, 3D, etc.) 

20 with the same routines, and has a hierarchal structure which 
can be used to build geometry libraries and to store various 
types of information regarding features of parts. 

A modeling mechanism (not shown) may be provided for 
modeling both, upper and lower surfaces (i.e., the thickness) 

25 of each sheet metal workpiece throughout one or more of the 
design, planning, and execution phases of the bending process. 
It may be useful to have such a complete thickness 
representation in the workpiece for certain aspects of the 
system. For example, holding expert 82 may benefit from the 

30 added knowledge of knowing both the upper and lower surfaces 
of the workpiece, and motion expert 84 may be able to better 
plan for and control fine motion of the work piece' when it is 
close to the die and punch tool before and after a bending 
operation. 
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Referring to Fig. 10, an upper/lower surface modeling 
mechanism (not shown) performs a thickness transformation 
between a flat representation 114. and a representation with 
thickness 116, shown at the right of Fig. 10. Essentially, 
5 the representation with thickness 116 comprises two flat 
representations juxtaposed one on the other. 

Fig. 11 illustrates an overlapped flange 118 modeled as 
a flat representation 114 at the left of Fig. 11, and 
transformed to a representation with thickness (i.e., a solid 
10 model) . Solid model 116 is shown to be equal to an upper 
surface representation 120 together with a lower surface 
representation 122. Upper surface representation 120 is shown 
in solid lines, and lower surface representation 122 is shown 
in dotted lines. 

is Fig. 12 represents an exemplary tree structure which may 

be utilized to model the design representation of a sheet 
metal workpiece 16. At a first level, a plurality of shapes 
126 are indicated corresponding to workpiece 16. For each 
shape, 126, several faces 128 are" defined, and for each face, 

20 several edges 130 are defined. For each edge, a plurality of 
vertices 132 are indicated. For each vertex, a 2D (i.e., 
stock part) representation 134 may be maintained, along with a 
3D (i.e., final part) representation 136 and an intermediate 
representation 138. 

25 A thickness transformation may. be performed, as 

represented by arrow 140, resulting in upper and lower surface 
representations 142, 144, which each have a, tree : structure 
similar to that illustrated above the line in Fig.- 12. 

Figs. 17A-17B and 18A-18B illustrate several different 

30 types of geometric libraries which may be provided in order to 
aid in the performance of geometric modeling of the system. 

For further information regarding the NOODLES modeling 
system, and geometric modeling in general, reference is made 
to the Reference Manual for the Noodles Library, by E. Levant 
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Gursoz, EDRC, Carnegie Mellon University, Pittsburgh, 
Pennsylvania, and a book by Michael E. Mortenson, entitled 
Geometric Modeling . The contents of each of these documents 
are expressly incorporated herein by reference herein in their 
entireties. 

5. The Ouerv-Based Module Comm unicating Language (FED 

In order to formalize the interface between each of the 
modules of. the planning system, a query-based language called 
FEL may be used. FEL was originally developed by David Bourne 
in 1988, and has since been further refined. For more 
detailed information regarding FEL generally, reference should 
be made to the several user guides provided by the Robotics 
Institute at Carnegie Mellon University including:- "Feature 
Exchange Language Programmer's Guide." David Alan Bourne, 
Duane T. Williams (January 14, 1994); -"Using the Feature 
Exchange Language in the next Generation Controller, " David 
Alan Bourne, Duane T. Williams, CMU-RI-TR-90-19; and "The 
Operational Feature Exchange Language, " David Alan Bourne, 
Jeff Baird, Paul Erion, and Duane T. Williams, CMU-RI-TR-90-06. 
The contents of each of these FEL documents are hereby 
expressly incorporated by reference herein in their entireties. 

Fig. 19 illustrates an exemplary FEL planning message 
145 which is being sent from bend sequence planner 72, ^as 
indicated by expression 146, to motion expert 84, as indicated 
by expression 148. FEL planning message 14 5 comprises a query 
command sent from bend sequence planner 72 to motion expert 84, 
which provides preliminary information to motion expert 84 so 
that it may satisfy the query. An initial parameter setting 
portion 150 of message 145 is' provided immediately after a 
main verb/command "get" 152, and includes expressions "type 
message" 147, "from planning" 146, *"to moving" 148, and "state 
request" 149. The expression "type - cost" is provided 
immediately after setting portion 150, and signifies that a 
request is being made for the motion expert to tell the 
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planner how much a particular operation will cost. The next 
expression "bends ..." 156 queries how expensive it will be to 
perform bend number 3, after having done bend number 6. The 
numbers 7 and 1 represent a face of the workpiece that will be 
5 inserted into the die space of the bending workstation for 
bends 6 and 3, respectively. 

A next expression "average_cost 2.321" 158 informs the 
motion expert that this is the average cost (k-cost) for 
motion per bend for the bends that have previously been done 

10 based upon cost values previously assigned by the motion 
. expert. In this case, the average cost is 2.321 seconds per 
bend previously performed. A next expression "flange- 
before_bend" 160 indicates the height (in millimeters) of the 
tallest flange of concern (indicated in Fig. 18A as 11 

is millimeters) to be used by the motion, expert to make clearance 
determinations. Expression "flang^afterjjeijd" 162 similarly 
indicates the height (in millimeters) of the tallest flange of 
concern which will exist after the bend is performed 
(indicated in Fig. 18 as 17.5 millimeters). A next expression 

20 "robot_loc" 164 informs the motion expert where the part is by 
specifying the location of the robot (as it was left upon 
completion of the previous bend) . A last expression in the 
planning message 145, "bendmap" 166, indicates the respective 
tool stages for the previous bend. and presently proposed bend 

25 and where the workpiece should be with respect to the stage 
for each bend. The first value 168 represents that the 
■ location information is given for bend number 6, and a second 
value 170 indicates the stage at which bend number 6 was 
performed, which in this case is stage number 1. Several 

30 coordinates are listed to the right of the first and second 
values 168, 170. The first coordinate value "257." represents 
the position of the left edge of the part with respect to the 
left edge of the stage, and the second coordinate value "-257" 
represents the position of the left edge of the part with 
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respect -to the stage, The value "350.7" represents the 
position of the right edge of the part with respect to the 
stage. The final value "320." represents the position of the 

•. stage along the die rail with respect to the left edge of the 

5 die rail. 

Generally speaking, the planning message 145 forwards 
all the information which the motion expert will need in order 
for it to generate a subplan for moving the workpiece from an 
initial position (where it is left after performance of a 
10 preceding bend) to a position ready for a proposed next bend. 

A significant feature of the query-based interface 
structure between the planner and its various sub-planners 
(experts) is that when the planner forwards a query to an 
expert, it informs the expert of all "background information 
15 that the expert will need to respond to the query. Thus, the 
experts need not save information, but can simply respond to 
the bend sequence planner and return all related information 
• for the bend sequence planner to save. 

( a) rn n f i mirati nr " f FEL-Baspri Process Planner 
20 In configuring the process planner 71 illustrated in Fig. 

5, each module including bend sequence planner 72, and experts 
80, 82, and 84, is sent a command to read its startup 
configuration file. An example of such a command could be as 
follows: 

25 (read ((type file (name "config.5_2.fel")>) 

((type message) (from planning) (to tooling), (name 

"config"))) 

After each module has read is startup configuration file, 
the system will be set so that bend sequence planner. 72 can 
30 use any specified number of experts, e.g., using a command 
such as the following: 

(set ((type experts) (experts (tooling grasping 

moving) ) ) ) 

After the experts to be used by bend sequence planner 72 
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are specified,^ the part design may then be read from CAD 
system 74 into each module as needed, and bend sequence 
planner 72 may start the planning process, 
(b) FEL Commands 
5 The following table lists several commands that may be 

specified by bend sequence planner 72 in participating in a 
dialogue with the other modules of the system, including the 
experts . 



| FEL MODULE DIALOG COMMANDS | 




SEARCH COMMANDS 


- . • 
Finalize 


- collect final plan info from each module 


Get 


- get cost information (and other data) for a | 
bend | 


Plan 


- initialize a module for planning a part J 




USER COMMANDS | 


Quit 


- cleanup and exit a module 1 


Read 


- read files for planning j 


Set 


- set various module options J 


Show 


- show various module data to user | 



The following table lists several commands that may be 
specified by bend sequence planner 72 for execution by 
sequencer 77. 
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FEL SEQUENCER COMMANDS 


Print 
Messages 


- nrini- mpqqaaes for BM100 operator for 
setup 


Programs 


- Hnuminari nrorrrams to NC9R Dress controller 
and backgage controller 


Startup 


- initialize state of press and robot 


Get 

-WW w 


- acquire part from various steps of the 
process 


Put 


- load 1 part into various steps of the 
process 




Move 


- move the robot through a series of points 


Bend 


- initiate bend sequence (backgage and J 
bending) J 



The "read" command may be used to instruct a module to 
read certain files needed for planning, the files being 
representative of the design to be produced, and to configure 
itself in accordance with the design. With use of the "set- 
command, various module functions may be set, e.g., how to 
display information, how to interface with other modules, and 
so on. The "show" user command may be utilized to show 
various module data to the user, e.g., the various nodes of 
the A* algorithm which represents the various costs or 
different bends within the proposed bend sequence. 
6. Part DfisiTn anfl Modeling 

In the illustrated embodiments shown in Fig. 5A, a CAD 
15 system 74 performs several functions relating to part design 
and part modeling for planning system 71. CAD system 74 
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allows a user to form a design of a given workpiece by working 
with simplified, primitive components (in either 2D or 3D 
form) on a graphic interface, each primitive component having 
certain desired dimensions which may be input by the user, in 
5 order to design the workpiece. The user may then utilize a 
user interface with CAD system 74 to connect the primitive 
components and, in addition, to remove portions, such as holes, 
slots, etc., from the connected primitive components. CAD 
system 74 may then perform feature labeling functions 
10 . including labeling several geometric features of the workpiece, 
such features having a particular significance in the context 
of sheet metal bending. CAD system 74 may also build a bend 
graph which associates various bend-related information with 
the geometric design of the workpiece. CAD system 74 thereby 
15 forms an output file which includes geometric, topological, 
and bend-related feature information (including a list of 
labeled features and a bend graph) . All of this information 
is then placed into an output shape file which will form the 
basis of communication with other modules of planning system 
20 71. In this regard, a part modeler may be provided to form an 
interface between the design system's output shape file and 
the various expert modules 80, 82, and 84 (and 85) along with 
bend sequence planner 72. 

A part modeler may be provided which performs various 
25 conversions on the data provided in the output shape file in 
order to form developed part data structures which can be used 
for geometric modeling purposes by each of the modules of 
planning system 71. Part modeler may be implemented in the 
form of a library which is accessible to each - of the modules 
30 in planning system 71, which may be utilized to manipulate the 
information in the developed .part data structures and/or 
undeveloped data structures provided in the output shape file, 
in order for the various modules to utilize the information 
provided therein to serve any particular purpose that they may 
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be addressing at a particular point in time. 

Fig. 13A illustrates a functional block diagram of a 
design system 311 which may be : provided to perform the 
functions of CAD system 74 of the illustrated embodiment. 
Design system 311 performs several design-related functions 
which may be implemented in the form of function modules as 
illustrated in Fig. 13A. Each function module may be 
implemented by a particular function provided in a library of 
functions comprised by the design system. The functions shown 
in Fig. 13A include a user interface 312, file I/O 314, view 
316, simulation 318, shape defining 320, hole defining 322, 
editing 324, and feature labeling 328. Each of these 
functions may be controlled by a design system control module 
326. In order to perform several feature labeling functions, 
bend graph module 330 and bend deduction module 332 are each 
connected to- feature labeling module 328. 

Each of the functions are illustrated in Fig. 13A in the 
form of function modules. However, it is not necessary that 
each of these functions be separated into separate modules in 
the- specific manner as illustrated. In the alternative, an 
overall program or hardware system may be provided which 
allows each of these functions to be performed without having 
any specific interface with other functions of the design 
system. For example, one complete routine may be provided 
within a processor of a computer to implement each and every 
one of the functions of the overall design system, without 
removing several of the general benefits provided by the 1 
design system disclosed herein. 

The file I/O module 314 performs functions such as 
reading, writing, printing, and performing data exchanges 
between modules. The view function module 316 performs 
functions such as zooming in/ out, and panning during display 
of the part on a graphic interface. The shape module 320 is 
provided to allow a user to specify particular shapes, 
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including rectangular shapes, angles, a Zee, a box, a hat, and 
so on, which may be put together to form a particular 
workpiece design. Hole module 322 is provided for the user to 
specify " various type of cavities to be provided in the 
workpiece, such as cutouts, holes, slots, notches and so on, 
to further allow the user to design the workpiece in a manner 
similar to that provided by shape module 320. Edit module 324 
is provided to allow the user to perform various editing 
functions such as a fillit function, a chamfer function, and 
changing the workpiece material type and/or thickness. 
Simulation module 318 is provided so that the user can 
simulate bending and unfolding of various bends on the 
workpiece, thus to get a visual representation of such bends 
on the graphic interface to be utilized by the design system. 

Feature labeling module 328 is provided to automatically 
assign feature labels which pertain to sheet metal bending, 
and which will thus be useful to the planning system -71 
illustrated herein in forming or generating a bend sequence 
plan with the use of such feature labels. - Feature labeling 
module 328 may generate feature-related information such as 
corners,, setbacks, form features (e.g., dimples, louvers), 
holes, large radius bend, etc. In addition, feature labeling 
module 328 may be designed so that it directs a bend graph 
module 330 to form a bend graph which includes information 
organized in a certain way to relate the geographic and 
topological information to the various bends to be performed 
on the 2D workpiece to form the desired 3D finished workpiece. 
In addition, feature labeling module 328 may be designed so 
that it directs the performance of bend deduction calculations 
by a bend deduction module 332. The resulting bend deduction 
information may then be placed within a bend graph listing 
provided by bend graph module 330. 

Various modules provided in the planning system 71 
illustrated herein perform various . geometric modeling 
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functions which require that a part (i.e., a workpiece) be 
modeled. Accordingly, a part modeler should be provided, and 
may be provided in the form of a library of functions 
accessible to the various modules in order to interface 
5 between the design system's output shape files and the various 
modules within planning system 71. Fig. 13B illustrates 
part modeling system 333 for performing this function. Part 
modeler- 333 includes two main function modules: a B-REP 
rearrangement module 336 and an intermediate shape conversion 

10 module 342. The B-REP rearrangement module 336 converts an 
undeveloped part data structure 334 to either or both of 
developed 3D part data structure (in B-REP) 338 and a 
developed. 2D part data structure (in B-REP) 340. Intermediate 
shape conversion module 342 converts the developed 2D part 

15 data structure (in B-REP 340) to a developed intermediate part 
data structure (in B-REP) 344. 

The undeveloped part data structure 334 (provided by the 
design system 311 as illustrated in. Fig. 13A) defines a 
geometric/ topological data structure that does not take into 

20 account bend deduction and that forms part of the output shape 
file produced by CAD system 74. A developed part data 
structure, such as developed 3D part data structure 338 and 
developed 2D part data structure 340, includes a modified 
representation, of the part that takes into account bend 

25 deduction. The noted developed part data structures are 
further converted to be in the form of a boundary 
representation (B-rep) model. 

The data structure which resides in the shape output 
file produced by the CAD .system may be designed to include a 

30 shape header which includes part information, followed by a 
plurality of shapes in a linked list, the linked list ending 
with a null. In each shape, topological and geometric 
information may be provided for both a 3D and a 2D 
representation of the part. The structure of the ^ shape may 
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include a list of information including the shape type, shape 
identification, a face list, an edge list, a 3D vertices list, 
and .a 2D vertices list. Each face may have its own structure, 
which may include a list of information including a face 
5 identification, the number of vertices of the face,, a vertices 
list for the vertices of the face, and a face normal vector. 
For each edge, a structure may be provided which includes 
information such as the edge identification, the edge type, 
the bent line type, and the vertices index number for that 
10 particular edge. For each vertex, information may be provided 
including the vertices identification, vertices coordinate, 2D 
coordinates, 3D coordinates and intermediate coordinates. 
Further information regarding the details of data structures 
and the illustrated CAD system in general are provided in an 
15 ME report dated May, 1992 entitled "A Parallel Design System 
for Sheet Metal Parts" presented by Cheng-Hua Wang at the 
Mechanical Engineering Department, Carnegie Mellon University, 
Pittsburgh, Pennsylvania, the contents of which are expressly 
incorporated by reference herein in its entirety; 
20 As noted above, the CAD system preferably employs a 

concurrent "parallel" representation of both the 3D and the 2D 
versions of the part as it is being designed, and such 
representations are maintained once the part is finally 
designed for use by planning system 71. In order to 
25 demonstrate one of the benefits associated with having such a 
concurrent and parallel maintenance of 3D and 2D data 
representations, Figs. 13C and 13D are provided. One of the 
benefits of having a concurrent and parallel design system is 
that such a system resolves ambiguities which may otherwise 
30 occur in the design process. For example, a 2D part 346a is 
illustrated in Fig. 12C and a 3D part 346b is shown in Fig. 
12D. By viewing just the 3D representation of 34 6b of the 
part, one may not notice that inner tab 347 is too long, and 
cannot possibly be formed from a single, malleable piece of 
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sheet metal. This is only clearly evident by viewing the 2D 
representation 346a of the part, which illustrates the overlap 
of inner tab 347 as it crosses an inner edge portion 348 of 
the part. Accordingly/ as can be seen in Figs. 13C and 13D, 
by having both the 2D and the concurrent 3D representations in 
a graphic form, the designer can easily resolve ambiguities 
and recognize errors in the design which might otherwise be 
detected due to ambiguities in just viewing one or the other 
of the 2D and 3D representations during a design. Another 
benefit associated with such a concurrent design approach, as 
noted above, is that it may be easier to make modifications to 
one representation (e.g., the 2D representation) instead of 
the other for a particular type of modification, e.g., adding 
an inner tab to the part. 

Figs. 14A-14E illustrate a design system graphical user 
interface 348, with its display changing throughout the 
process of designing a certain desired part. Referring, e.g., 
to Fig. 14A, graphical user interface 348 includes a key pad 
350, a parameters window 352, a primitive shape 3D window 354, 
a primitive, shape 2D window 356, a model 3D window 358 and a 
model 2D window 360. Fig. 14A shows the first introduced 
primitive shape provided on a graphical interface 34 8 in order 
to produce the desired workpiece as shown in Fig. 14E. The 
first primitive shape is a box. The parameters of the box may 
be specified with the use of key pad 350 and are illustrated 
in parameters window 352 to have a base which is 100 x 100 
(indicated by parameters P[l] and P[2]}, and a height equal to 
20 (indicated by parameter [3]). The 3D version of the 
primitive shape is illustrated in primitive shape 3D window 
354, and the 2D shape of the primitive shape is illustrated in 
primitive shape 2D window 356. Since this is the first 
primitive shape being provided for the part design, model 3D 
window 358 is identical to primitive shape 3D window 354, and 
model 2D window 3 60 is identical to primitive shape 2D window. 
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356. 

Fig. 14B illustrates the next shape to be added which is 
a rectangle having a length of 100 (indicated by parameter 
[1]), and a width of 15 (indicated by parameter [2]). The 
next primitive shape being added to design the part is another 
rectangle having the same parameters as the rectangle of Fig. 
14B. The next primitive shapes are added to the workpiece as 
shown in Figs. 14C, 14D and 14E. 

It is noted that for each primitive shape which is added 
to the workpiece, a dotted line is utilized to indicate a bend 
line. Parameter P[l] corresponds to the X dimension, 
parameter P[2) corresponds to the Y dimension, and parameter 
P[3] corresponds to the Z dimension of the primitive shape 
being added. 

Figs. 15A-15C are provided to illustrate bend deduction, 
and the manner in which it relates to the 3D and 2D dimensions 
of flanges of a workpiece. Where a workpiece 362 has a 
thickness t, and the flanges of the workpiece 362 are desired 
to have lengths a and b, a calculation should be performed so 
that the flat 2D representation of the part, when bent along 
the appropriate bend line, will indeed form the flanges having 
appropriate dimensions a and b, taking into account the 
thickness t of the material, the material type, and the 
internal radius of the bend line (to the inside surface of the 
sheet metal) . Starting with an undeveloped representation 363 
of workpiece 362, the developed 2D representation 364 of 
workpiece 362 may be calculated by subtracting the appropriate 
bend deduction (BD) value from the overall dimension a + b. 
Methods for performing such a calculation are known manner. 
Accordingly,, no specific details are given herein regarding 
the equation used for determining the bend deduction . (BD) 
value . 

Fig. 16 illustrates a graphic representation of a bend 
graph, the graphic representation being a 2D representation of 
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the workpiece designed in the steps illustrated in Figs. 14A- 
14E. The bend lines of the designed workpiece are labeled as 
bend lines Bl, B2, . . . B8, and each label comprises a bend 
line index. Each bend line index is then assigned a bend 
5 sequence number which comprises an initialization value. ■ The 
bend secjuence number indicates the order in the bend sequence 
in which the bend line will be bent, and is^ assigned for each 
bend line in accordance with the plan (i.e., the bend 
sequence) produced by the bend sequence planner of the 
10 illustrated planning system 71. In addition, to the bend line 
indices, each bend line is assigned a bend angle. For example, 
in the bend graph illustrated in Fig. 16, an angle of -90.0° 
is given for bend B2, and a bend angle of 90.0° is given for 
Bl . The bend graph further comprises an indication of the 
15 various faces F1-F9 which are formed on the workpiece once the 
bends are performed. 

Listings are provided in Appendices A and B which 
respectively include a geometric/topological data structure 
and a bend graph listing for the part designed in Figs. 13A- 
20 13E. In addition to the above^noted report to the Mechanical 
Engineering Department of Carnegie Mellon University, further 
reference may be made to an article by Cheng-Hua Wang and 
Robert H. Sturges, entitled "Concurrent Product/Process Design 
with Multiple Representations of Parts," IEEE (1993) 1050- 
25 4 729/93, the content of which is expressly incorporated by 
reference herein in its entirety. 

7. 'Sequencing wad Control 

Fig. 52 comprises a . block diagram of the various 
software modules and their main interfacing components, such 
30 modules including planner 72, sequencer task 76, robot task 92, 
press and L/UL task 94 and backgage tasks96, speed control 
task 102, and collision detection task 100. Planner 72 
includes interfacing components such as an output queue 72a 
and input queue 72b. The sequencer task 7 6 includes, an input 
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queue 76a, an output queue 76b, a task response queue 76c and 
a section corresponding to several task class member functions 
76d. Output queue 72a of planner 76 is connected to input 
queue 76a of sequencer task 76. Output queue 76b of sequencer 
5 76 is connected to input queue 72b of planner 72. 

Robot task 92 includes an input queue 92a, an output 
queue 92b, and a portion corresponding to robot task functions 
92c. Press and L/UL task 94 includes an input queue 94a, an 
output queue 94b, and a portion corresponding to press task 

10 functions and L/UL task functions 94c. Backgage task 96 
includes an input queue 96a, an output queue 96b, and a 
portion corresponding to backgage task functions 96c. Each of 
input queues 92a,. 94a, and 96a is connected to input queue 76a 
of sequencer task 76. Each of output queues 92b,' 94b, and 96b 

15 is connected to task response queue 76c of sequencer task 76. 

The controller software structure shown in Fig. 52 is 
representative only of an example of the inner connections 
between planner 72, sequencer task 76, and control system 75, 
the structure of each of the tasks, and how they are connected. 

20 It is within the scope of the invention disclosed herein to 
provide variations of a control system which performs the same 
essential controlling functions, without being implemented in 
the manner illustrated in Fig. 52. 

Fig. 53 illustrates an example flow of the process 

25 performed by sequencer task 7 6 illustrated in Fig. 52.. Once 
the sequencer is started, in a first step S280, the sequencer 
will obtain a' new message from the FEL listing at input queue 
76a. In step S282, the sequencer will parse the FEL sentence, 
and in step S284, the sequencer will create a data object for 

30 each task involved. In step S286, the appropriate data 
objects will be placed upon their appropriate task queues 
(e.g., on one or more of the input queues of robot task 92, 
press and L/UL task 94, and backgage task 96) . In step S288, 
the sequencer checks the state of all tasks involved. 
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Thereafter, in step S290, a determination is made as to 
whether all the tasks are finished. If not, the sequencer 
proceeds to step S292. If all the tasks have finished, the 
sequencer proceeds from step S290 to step S294 where 
appropriate cleanup operations are performed (e.g., destroying 
data objects and resetting flags) . 

If all the tasks have not finished as determined at step 
S290, in the next step S292, a determination is made as to 
whether or not a . time out has been exceeded. If not, the 
process returns to step S288. If the time out has been 
exceeded, the sequencer proceeds to step S293 where 
appropriate error recovery processing is performed. After the 
cleanup operations are performed in step S294, a. determination 
is then made in step S296 as to whether the task exit signal 
has been set. If the task exit signal has been set, the 
process will then terminate. Otherwise, the process will 
return to step S280 where a new message will be acquired from 

the FEL input queue. 

Fig. 54 is a flow chart of the overall bending process 
during execution of a single bend. In execution of the 
bending process, in a first step S298, the robot places the 
part into the die space. Thereafter, the part is aligned in 
the X, Y and rotation directions. This alignment is part of 
the backgaging operation. In step S300, the press table is 
raised to the pinch point, i.e., the point at which the die 
contacts the workpiece, which in turn engages with the punch 
tool so that the workpiece is in a semi-stable state pinched 
between the die and tool punch. In step S302, the bend is 
executed with bend following (i.e., with the robot gripper 
maintaining its hold on the workpiece throughout the execution 
of the bend). Thereafter, in step S304, the press brake will 
be opened. Then, in step S306, the part is unloaded from the 
die space. Once the part is unloaded, the bend is completed. 

Fig. 5S illustrates the robot task 92 and the various 
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functions that may be provided therein, including general 
motion functions and sensor-based motion functions. The 
general motion functions may include a joint space move a 
cartesian move, and rotation about a point. The sensor-based 
5 motion functions may include a guarded move, bend following, 
open loop bend, active damping, contact control, and^ 
compliant-part loading. Compliant -part loading comprises 
loading a vibrating compliant-part into the die space of the 
proper timing so that the part fits in the die space and does 

10 not collide with the workstation. 

Fig. 56 illustrates the press and L/UL (loader/unloader) 
task 94, and the various functions that may be provided within 
the task. The functions that may be provided for controlling 
the press may include raise press, lower press, and bend. The 

15 L/UL functions may include a load workpiece, release workpiece, 
grasp product, and unload product. 

Fig. 57 illustrates the backgage task 96, and the 
various functions that may be provided therein. The backgage 
task may include general motion functions and sensor-based 

20 motion functions. One general motion function may include a 
move function. The sensor-based motion functions may include 
a find part edge and a guarded move function. 
8. Timing f or Speed and Quality 

The bend system illustrated herein may be provided with 

25 one or more mechanisms for learning from the results of the 
one or more initial runs of a plan, and for modifying the plan 
accordingly in order to improve the speed of operations and to 
also improve the quality of the resulting workpiece. In this 
regard, a sensor-based control mechanism may be provided for 

30 performing an operation, including moving a workpiece from one 
position to another. The bending apparatus may use a sensor 
output to modify the movement of the workpiece, but measure 
the amount by which the movement of the workpiece is modified 
due to the sensor output. Then, by learning the amount by 
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bending work station) and part design and assembly. The 
planning system 71 of the present invention (e.g., as 
disclosed in Fig. 5A) is capable of generating a complete 
sequence of bends and bend-related operations which will be 
5 needed to form a given part. The generated sequence of 
operations may be accompanied by a complete plan which 
specifies all steps needed to execute the bend sequence in a 
proper order by the sheet metal bending work station. In 
generating the bend sequence, the planning system 71, through 

10 use of experts/ subplanners, will determine the consequences of 
performing each bend and other accompanying operations within 
the bend sequence. Accordingly, without actually executing 
the resulting plan generated by planning system 71, planning 
system 71 will have information as to what the likely amount 

15 of time it will take to perform all of the necessary 
operations to manufacture the part with the sheet metal 
bending work station. In addition, the planning system 81 
will be able to further confirm whether or not the sheet metal 
bending work stations and available tooling are capable of 

20 forming a particular designed part. By knowing the 
consequences of performing the various operations in a given 
plan, planning system 71 can determine the resulting costs, 
and such information may be utilized to evaluate the cost of 
producing a given set of parts that form a desired assembly. 

25 in addition, planning system 71 will be able to 

determine factory scheduling with its information regarding 
the time needed to complete various operations of the plan. 
In addition, by knowing the limitations of producing a 
particular part, the amount of time it would take to produce 

30 the part, and the costs, it will be possible to utilize such 
information to generate alternative part designs which may 
result in less cost and less time needed for production of the 
part . 

While planning system 71 has been described specifically 
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as comprising a plurality of experts, with each expert being 
implement in the form of a module which is separate from bend 
sequence planning module 72, planning system 71 may be 
implemented without being separated into modules. For example, 
5 planning system 71 may be implemented as one overall 
operations planning module. In addition, in the 

implementation shown in Fig. 5A, the language utilized to 
communicate between the respective modules may be a language 
, other than FEL. 

io The modular structure shown in Fig. 5A, which utilizes a 

query-based language, formalizes the interface between the 
modules, resulting in an open, architecture which can easily be 
expanded upon by adding further modules, and/or by modifying 
the modules of the planning system. Other modifications 

15 within the- general spirit of planning system 71 of the 
invention may be made. In order to enhance the speed of 
operations performed by planning system 71, such as the 
embodiment shown in Fig. 5A, each module {i.e., bend sequence 
planner 72 and subplanners 80, 82, 84 and 85) may be 

20 implemented on a different computer/processor. 

While the invention has been described with reference to 
several illustrative embodiments, it is understood that the 
words which have been used herein are words of description, 
rather than words of limitation. Changes may be made, within 

25 the purview of the appended claims, without departing from the 
scope and the spirit of the invention in its aspects. 
Although the invention has been described herein in reference 
to particular means, materials, and embodiments, it is 
understood that the invention is not to be limited to the 

30 particulars disclosed herein, and that the invention extends 
to all equivalent structures, methods, and uses such as are 
within the scope of the appended claims. 
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PEL Based PLANNING Subsystem *** 

> (sec ((type experts I (experts (grasping tooling moving)))) 

> 

(read ((type file) (name -c.box.fel"))) 
Reading file: c.box.fel 
Reading file: config.fel 

Reading file: /bending/usrl/dtw/export/FEL/keywords. fel 
(SET ( (TYPE MESSAGE) ) 
((TYPE P ARAMS) 

(BENDHOLD 2.000) 

(FINALDEPTH 2.149) 

(PINCHPOINT 4.719) 

(LOWERSTOP 80.000) 

(SLOWDOWN 15.000) 

{HONE 7) 

(DELAY 2.000) 

(PULLBACK 25.400) 

(DIEJWIDTH 7.000) 

SSSiSSS iSiia 124.561 -18.990 85.400 » 
^nW_POOT10H (SOO.000 -400.000 100.000 0.000 -90.000 )) 

UOHnaa^jpasrrxeK (-54«.ooo 1.220 94.400 )) ) 

( (TTPB OPTICUS) 
{VERBOSE TUUK) 
(SEABCQ.jaiUrXPItXEE 4) 

(hovzhq^finalzze false) 
(SUMMARY •joint-plan*) 
(HEVEKJ»JKHER_3EHDS FALSE) ) 

(PUN ( (TTFE PART) (NAME • /oarl/db/parta/box. ahp" ) ) ) 

Riid. shape file 1 /unrl/db/part«/boac.«hp 

Colinear Bends t () 

Bend Length Clarification! 

Loog: (1 1) (2 1) (3 1) <* I) 

T«4».<»1 W<T»g experts: (GRASFIOT TOOLING HOVXHQ ) 

ISlS'tSS MESSAGE) (FRO* KJWOW) (TO GRASPING) (STAOT REQCXBST) ) 

((TTFBFILB) 

(NAME •/ttari/db/parta/box.anp ) 

ISSil^AlMASE Vi~*Una/u*rl/<^^ 

JSSSS^BASE Vbending/usrl/d*/Plen^ ) ) 

FROM GRASPING: GRASPING) (TO PLANNING) (STATE REPLY) ) 

(PLAN ( (TYPE MESSAGE) (NAME NONE) (FROM GRA**mx**# v*v 

( (TYPE CONSTRAINTS) 

(MIN_REPO_NO 1) 

(MAX_REPO_NO 1) 

(NONE 30.000) 

(NONE 112.500) 

(PERMUTABLE TRUE) 

(GRIPPER.LENGTH 27C.0OO) 

( GRX P PER_0 PENING 20.000) 

( FINGER^ LENGTH 20.000) 

(GAP_HEIGHT 30.000) 

<GAP_WIDTH 30.000) 

<GRIPPER_WIDTII 3 50.000) 

{ ROBOT_GRI PPER "TG- J 529-U33 - ) 

(REPO GR J PPER -YC-1729-U33-) ) / 

™JS°"!Sp E MESSAGE. TROT, PLANNING. -TO TOOLXWG (STATE REQUEST I , 
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((TTPE FILE) 
(NAME -/usrl/db/parts/box.shp") 

(M^INE ) DATABASE • /bending/ usrl/db/ Planning /machine.da tabase . fbd3 . £el" ) 
(TOOLINgIdaTABASE •/bendinff/usrl/db/Planning/tool_daCabase.fel-J ) ) 

"Sn^S^'mESSAGE) (NAME NONE) (FROM TOOLING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE NONE) 
(NONE 1) 

(BENDS (12 3 4)) 
(BEKD^ANGLE 90.000) 
(NONE 1.429) 
(NONE 20.000) 
(NONE 300.000) 
(NONE •ROBOT — TOOLING • ) 
( DXE_Y— NUMBER 1) 
(NONE •RQBOT.TOOLING') 
(NONE 1) . 
(NONE (1 2 3 4 )) 
(DXR^POXflER •53100') 
(PCNCHJOUJER -IttOBOILTOOLIira*) ) 
{ (TTPE CONSTRAINTS) 
(PREDXCTEDU5TN3ES 2) ) ) 

SlSTJSpB KESSAGB) (FROM PIAHHXHQ) (TO MOVING) (STATE REQUEST) ) 

((TIPS FILE) 
(KAMS •/usrl/db/partB/box.Bhp J 

(SSJljaaMJ^ -/bento/usrl/^^ > 
( (NAME -10-1529-033 •) 
(QOASTZTT 2) 
I CfltlPPB^ JCmig 150) 
(OBXPFER^JiENGTH 290) 
(QAP JOC UP *) 

( flJLP_ JH I »'IfW 30) 

(OAPJOZOT 30) 
( ymUfc& ^EglOTH 20} 
(TCP^X-PPFSBT 0) 

(TCPL3QJ0BS 85) 

(ROBOTJGKJLPPHR TBOK ) 
(REPQJ3RTBVESL TOOK) 
(TTPB ROOOtjaRIPPBR) ) 
((NAME •IG-0729-O33") 
(QGANTXTT 2) 
(ORZPFERJHZDTH 70) 
<OKIPPE3UX*EWGTH 290) 
(GXP_JjOC *OP - ) 
<GAP_ HEIGHT 30) 
(GAPJWXBTH 30) 
(FINGERS-LENGTH 20) 
(TCP_XJ0FFSET 0) 
(TCP_TO_OBS 65) 
( ROBOT JGRIPPER TRUE) 
(REPO_GRIPPER TRUE) 
(TTPE REPO.GRIPPER) ) » 

"SnT^e message, <*ame none, <f R oh hoving, .to puling, (STATE reply, , , 

B«nd Height Classification: 

Short: (1 3) (2 1) C3 >» < 4 11 

PATM: {(0 0 16)) fl . on4 j 0M 

REPO MODE 10 0 16) SUCCESSORS: 1(1 1 0M2 01(3 1 0> 

TO CRASPTNG: 129 
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(GET ({TYPE MESSAGE) (FROM PLANNING) (TO GRASPING) (STATE REQUEST) ) 
( (TYPE GRASP.COST) 
(BENDS ((1X)))>) 

PROM GRASPING* 

(GET ( (TYPE MESSAGE) (NAME NONE) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE CRASP_COST, 
(PR£DICTED_*EPOS 1) 
(TIME 0) 
(H_COST 30) 
(AREAwPCT 49.297) 
(PERMUTABLE TRUE) 
( FLANGE JGTJEFOREJEND 0.000) 

SS^JnSt^^^S^'to^.loc FLANGE.HGTJEFORE_BEND FIANGE.HGT_AFTER.BEND 

PERMUTABLE NCENTER CENTER,. COORD )) 

(ROBOT_LOC (1 1 7 8 ISO. 000 1.250 182.500 0.000 12 0 0.000 )) 

(NROBOT 23) 
(NCENTER 2) 
(CBITERJOOOKD 0) 
(ROBOTJ^XHES 1) I ) 

fCET^UTYPE MESSAGE) (FROM PLMOHHG) (TO TOOLING) (STATE REQUEST) ) 
( (TYPE COST) 
(BENDS ((11 ) U ) I 

(OET UTT^MESSAGE) (NAME NOME) (FROM TOOLUJG) (TO FLANKING) (STATE REPLY) ) 
( (TIPS COST) 
(COST 0) 

(TIME 600) 

(BOLD (FZBUCnKXLPXAH )) 

\^^SlMM CO ( (130.000 130.000 57.000 0.000 ) (0.000 0.000 57.000 0.000 
% ,« « ft n !f^f^o5^To00 1 IS 000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.00 

J i?iSS°o:iSa 0 S!oSo°? ° <S:SSS <s.ooo o.ooo • 000 0.000 > (5 000 0 000 0 

.ooo Tooo ? (s!ooo 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 O.00 

0 > ) )) %t 

(SAVE (STAGES BEHDMAP ,H_OQST )) 

!SSp ( ((U ) 1 "2.000 -20.000 320.000 •ROBOrjroaLOTS- -ROBOrjrOOIJM3- 0 1102.0 

oo > n 

(fcjCOST 600) ) ) 

TgET^UTYPE MESSAGE) (FROM PLANNING) (TO MOVING) (STATE REQUEST) ) 
( (TYPE COST) 
(BENDS ((11 ) )) 

iB^AT^mTl^Z.OOO -20.000 320.000 * ROBOT_TOOLING • * ROBOT_TOOLING ■ 0 1102.0 
00 ' M (ROBOT_LOC (117 8 ISO. 000 1.250 182.500 0,000 1 2 0 0.000 )) ) ) 

(GCT m£pT MESSAGE, (NAME NONE, (FROM MOVING) (TO PLANNING) (STATE REPLY) , 
( (TYPE COST, 
(SAVE (AVERAGE_COST ), 
(TIME 1 .168) 
(AVERAGE_COST 1.168) 
IH.COST 12.000) ) , 

"rJnPE MESSAGE) ( FROM PLANNING) (TO GRASPING, (STATE REQUEST) ) 
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( (TYPE CRASP_COST) 
(BENDS ((21) )) ) ) 

(GCT ^PE^ESSAGE, (NAME NONE) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE GRASP_COST) 
(PREDICTED_REPOS 1) 
(TIME 0) 
(K_COST 30) 
(AREA^PCT 27.109) 
(PQWUTABLE TRUE) 
(FLMJGELHCT.BEFOREJEND 0.000) 

'S^rr.UX: riANGE.KCT_BEFORE.Bnn, flange_hgt_after_bend 

'^aSW?"!*" 20 000 182 - 500 0 000 1 1 ° 73 980 " 

(NROBOT 33) 
(NCE2TTER 2> 
<CniTER__COORD 2) 
(BOBOT_I*IKES 3) ) ) 

TSeTJ^E MESSAGE) (FROM PIAWOHO) (TO TOOLING) (SOOT REQ0EST) > 
( (TYPE COST) 
CBEHDS ((21))))) 

T^^iESSAGE) (MAKE NONE) (FROM TOOLXHG) (TO PLANNING) (STATE REPLY) ) 
( (TTPZ COST) 
(COST 0) 
(TIKE €00) 
l . (HOLD (FIHE_M 0TI0«t-PLM 1) 

»2S-2S2"SS Ml ((130 000 130.000 58.000 0.000 » (0.000 0.000 SB.000 0.000 

Ijf^TSSs^OO (5 000 0.000 0.000 0.000 > (5.000 0.000 0.000 0.000 ) (5.00 

) (o.ooo -40.000 0.000 o.ooo » (5.0WI «|« 0 " B " {5 000 0 _ 000 0 . 000 0 . 00 o ) (5.000 0.000 0 

!o00 0 0 00 000 0 ?°(5:oS: 0.{o8 0 o!o;o°o!o:oT(;:S:S O.iSoVoOO 0.000 > (S.000 0. 00 0 O.OOO 0.00 

0 ) ) >) _ 

(SAVE (STAGES BEHDHKP RJOOSr II 

!S££p ( (((J ) 1 «.000 -48.000 248.000 M«OBOT_TOOLTO- TttEOTJXOOHHQ- 0 1102.0 

oo ) n 

(H_COST 600) ) ) 

TilFTSSs MESSAGE) (FROM PLANNING) (TO MOVING) (STATE REQUEST) ) 
( (TYPE COST) 
(BENDS ((2 1 ) )) 

!IeSa7?T^Ti 1 48.000 -48.000 248.000 -ROBOT.TOOLI1IS- 'ROBOT-TOOLING* 0 1102,0 
00 ' n (ROBOT.LOC (1 1 16 13 SO.OOO 20.000 182.500 O.OOO 1 1 0 73.980 )) ) » 

™ TSpTmESSAGE, (NAME NONE. (FROM MOVING) .TO PLANNING) (STATE REPLY) , 

( (TYPE COST) 
(SAVE ( AVERAGE__COST ) ) 
(TIME 1.6S2) 
(AVERACE.COST 1-652) 
(H_COST 3 2.000) ) ) 

(GEt"^. LTVPS ! MESSAGE! (FROM PUW«N« .TO GRASPING,) (STATE REQUEST) ' 
( (TYPE CF. ASP—COST) 
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(BENDS <(3 1 ) >> > ) 

™ ^P^ESSAGE) (NAME NONE) (FROM GRASPING) (TO PLANNING) (STATE REPLY ) ) 
( (TYPE CRASP_COST) 
(PREDICTED_REPOS 1) 
(TIME 0) 
(HJCOST 30) 
(AREJVJPCT 49.297) 
(PERMUTABLE TRUE) 
< FLANGE _JK3T_£EFORE_BEND 0.000) 

!S^iS?^^5^'So^_I^ FLANGE.HGT.BEFORE.BEND FLXNGE_HGT^FTER^BEM) 

PERMOTABLE NCENTER CEOTER--COORD )) 

(ROBOT_LOC (1 1 9 10 150.000 1.250 182.500 0.000 1 2 0 0.000 )) 

(NROBOT 23) 
(NCENTER 2) 
(CQJTEKwCOORD 4) 
(ROBOT_LIMES 5) ) ) 

Set°UtSe MESSAGE) (FROM PIANNHW) (TO TOOLING) (STATE REQUEST) ) 
( (TYPE COST) 

((31))))) 



!S oSJT^ESSAGE) (NAME NOME) (FROM TOOLING) (TO FLMBnMG) (STATE REPLY) ) 
( (TYPE COST) 
(COST 0) 
(TIME £00) 

(BOLD {TTSSJSytXSXLJtM )) 

SStSSS^S (I) {(130.000 130-000 57.000 0.000 ) (0,000 0.000 57.000 0.000 
, ^ Ann 5n^TSS5T?o5 (5 000 0. 000 0.000 C.OOO > (5.000 0.000 0.000 0.000 ) (5.00 

I 2 «2n ? Will o So o ooo 0.000 > (S.OOO 0.000 0.000 0.000 > (S.OOO 0.000 0 

?.m°!I?omTc::S i.ft^oSi'CoSTcfcooo i.000 0.000 0.000 » (5.000 0.000 0.000 0.00 

0 ) > )) „ ^ %% 

(SAVE (STAGES BEKTHAP H_OOST )) 

SSSp'cCO > 1 -2-0°° - 20 ' 000 320 - 00 ° -t^-™**™* •ROBOT.TOOLINO- 0 1102.0 

00 ) )) 

(3J00ST 600) ) ) 

TSE?oSk MESSAGE) (FROM PLANNING) (TO KOTOW) (STATE REQOEST) ) 
( (TYPE COST) 
(BENDS ((3 1 ) )) 

!SI^nrri X -2.000 -20.000 320.000 • ROBOT^ TOOLING • • ROBOT_TOOLING " 0 1102.0 
00 } M (ROBOT_LOC (1 1 9 10 150.000 1.250 162.500 0.000 1 2 0 0.000 )) ) ) 

™ TYPE MESSAGE ) (NAME NONE) (FROM MOVING) (TO PLANNING) (STATE REPLY) ) 

( (TYPE COST) 
(SAVE ( AVERAGE _COST )) 
fTTME 1.168) 
( A VERAG E — COST 1.168) 
'HJCOST 12 .000/ ) > 

^^™ : «ESS^, (FROM ruWNllB. .TO GRASPING) (STATE REQUEST, , 
((TYPE CRASI'_COST1 
<BKNDS ((« 1 > I) > > 
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PROM GRASPING : ^ . . _ mv . . 

(GET ((TYPE MESSAGE) (NAME NONE) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 

( (TYPE GRASP_COST> 
( PREDICTED_REPOS 1) 
(TIME 0) 
(K_COST 30) 
(AREA^PCT 27.109) 
(PERMUTABLE TRUE) 
( FLANGE_UGT _£EPORE_BEND 0.000) 

(FLANGE HGT AFTER BEND 20.000) 

(SAVE (imOBOT ROBOT.LINES RDBOT_LOC FLANGE_HGT_BEFORE_BEND F LANG E_HGTJVFTER_B END 

PERMUTABLE NCENTER CQJTER^COORD )) ^ , _ . „ oon 

(ROBOT.LOC (1 1 18 19 50.000 20.000 182.500 0.000 110 73.980 )) 

(NROBOT 33) 
(NCENTER 2) 
(OTlTER w COORD 6) 
(ROBOT_LINES 7) ) ) 

TO TOOLING: % 
(GET ( (TYPE MESSAGE) (FROM PLANNING) (TO TOOLING) (STATE REQUEST) ) 
( (TYPE COST) 
(BENDS ((II) )) ) ) 

(OCT uSSmESSAGE) (NAME NONE) (FROM TOOLING) (TO PLANNING) (STATE REPLY) ) 
((TYPE COST) 
(COST 0) 
(TIKE 600) 

(B0U> (Fnmj«OTiaH_PLAN ) ) 

!mi£™SS (!) ((130.000 130.000 58.000 0.000 ) (0.000 0.000 58.000 0.000 
) tffl.OOD SSSw^f^OO} S-Ooi 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.00 
0 0 000^ 0 000 0 000 1 (S 000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0 
?oSo 9 S!o?a ? tslloo b.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.00 
0 ) ) )) . 

(SAVE (STAGES BHJDMAP ^JOOST )) 

<nDSp ( (<f4 ) 1 «-000 -48.000 248.000 •ROBOILJPOGLINCS* • ROBOT JTOOLIN3 * 0 1102.0 

00 ) )) 

(HJOOST 600) ) ) 

TO HLA/JUG: , % 

(GET ( (TYPE MESSAGE) (FROM PLANNING) (TO MOVING) (STATE RBQOEST) ) 

( (TYPE COST) 
(BENDS ((4 1 ) )) 

JSSS^T^fTVie.OOO -48.000 248.000 * ROBOT_TOOI*ING • • ROBOT_TOOLING • 0 1102. 0 
00 ' " (ROBOT.LOC (1 1 18 19 50.000 20.000 182-500 0.000 1 1 0 73.980 )) ) ) 

(GCT U^MESSAGE) (NAME NONE, (FROM MOVING, (TO PLANNING, (STATE REPLY) ) 
( (TYPE COST) 
(SAVE (AVERAGE.COST ), 
(TIME 1.652) 
(AVERAGE.COST 1.652, 
(H_COST 12.000) ) ) 

PATH: ((0 -fl 16,(3 J 125SM i nun n nit 

BEMP NODE (3 1 1255, SUCCESSORS: ((1 J 0,(2 1 0) (4 J 0, (0 0 0), 

TO GRASPING: 
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#M> ^ oiJUOMINGl (TO GRASPING) (STATE REQUEST) ) 
(GET ( (TYPE MESSAGE) ( FROM PLANNING! \v\J u«« 

( (TYPE CRASP_COST) 

(BENDS ((3 1) (111 >> 

(NROBOT 23) 

'SSS'tll 9 10 1S0.OO0 1.2S0 182.500 0.000 1 2 0 0.000 H 
(fxangjLhgt^beforelbend 0.000) 

( FLANGE _>tCT^AFTEIL.BEND 20.000) 
(PERMUTABLE TRUE) 
(NCBITER 2) 
<CENTER_COORD 4) ) ) 

S ^fSbs^E) (NAKE MOKE) (FROM GRASPING) (TO PLANNING) (STATE REPLY) , 
( (TYPE GRASP_COST) 
(TIME INFINITY) ) > 

T Q ^™ : MESSAGE) (FICH <™ ««™ ««» ^ ST) ' 

( (TTP B GRASPJCQST) 
(BESDS ((3 1) (2 1) )) 

(NROBOT 23) f. 

ESjFlll 9 10 150.000 1.250 182.500 0.000 1 2 0 O.OOtff > 

( PIAMCSSJCHLPEPORB-PEND 0 . 000 ) 

(PIj«^.p311 JtflSR JBP 20.000) 

(PBRHCJTABI£ TKDB) 

(NCEBTER 2) 

(CDffTERjCOORD 4) ) ) 

FROM GRASPXNOx ijm9€ GRASP3BS) (TO PIAHSHW) (STATE REPLY) > 

(GET («EXFB HESSAGR) (NAME HOHB) (PBOM ORASFOTJ iw r 
'{ (TYPE GRASP-COST) 

(PREDICTEELflEPOS 1) 

(TIME 0) 

(EJDOST 30) 

(AREA^FCT 7 3*516 ) 

(PEEHCJTABUt 3SQDB) 

(PMBQ^atJSBFOKR-PfflD 20.000) 

(NROBOT 12) 
(NCENTER 3) 
(CQITERJCOORD 8) 
(ROBOT_LlNES 9) ) ) 



TO TOOLING: mlutfTMrl fTO TOOLING) (STATE REQUEST) ) 

(GET ( (TYPE MESSAGE) (FROM PLANNING) (TO TOOLIW,, 

( (TYPE COST) 
(BENDS <(3 1 ) (2 1 ) )) 

SSSSp^dl ) 1 -2.000 -20.000 320.000 " ROBOT^ TOOLING " - ROBOT.TOOLIKG - 0 1X02.0 



00 ) )) 

(H_COST 600) ) ) 



FROM TOOLING: (NAME NONE) 'FROM TOOLING I (TO PLANNING) (STATE REPLY) ) 

(GET < (TYPE MESSAGE) (NAME writ) 



( (TYPE COST) 
(COST 0) 

f TIME 0) KmA . x 

(HOLD (FINE^MOTJOH.PLW >' 
IFIM^HOTION.COST O) 



134 

SUBSTITUTE SHEET (RULE 26) 



WO 96/15481 PCT/JP95/02291 

APPENDIX C 



(FINE MOTION PLAN (() ((130.000 130.000 S7.000 0.000 I (0.000 0.000 57.000 O.OOO 
1 (0 000 -60 000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) {5.000 0.000 0.000 0.000 ) (5.00 
O 0 000 0 000 0 000 ) (S.000 0.000 0.000 0.000 I (5.000 0.000 0.000 0.000 I (5.000 0.000 0 
.000 0.000 ) (S.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 o.ooo o:oo 
0 ) ) )> 

(SAVE (STAGES BENDMAP H_COST )) 

Iffi^p'lllS 1 1 -2 000 -20.000 320.000 " ROBOT_TOOLING " -ROBOT.TOOUIKG- 0 U02.0 
00 , ((2 JTSXoJ -I.™ 298 000 " ROBOT_TOOLING * .«OBOT_TOOLIHO- 0 1102.000 ) ,) 
(H_COST 6001 ) ) 

rGET°M[TYPE MESSAGE) (FROM PLANNING) (TO MOVING) (STATE REQUEST) ) 
((TYPE COST) 
(BENDS ((31) (21) )) 
(AVERAGE_COST 1.168) 

JJSSnTpTl^J-OOO -20.000 320.000 " ROBOT_TOOLING" 'ROBOT TOOLING* 0 1102.0 
(BOBOTJOC (1 1 9 10 150.000 1.250 182.500 O.OOO 1 1 0 258.338 )) ) ) 

T^HESSAGE) (NAME NONE) (FROM MOVING) (TO FLANHUB, (STATE REPLY) , 
( (TTPE COST) 
(SAVE (AVERAGKJOQST )) 
(TIME 1.439) 
(AVERAGEjCOST 1.304) 
C^COST 3-911) > ) 

Tc^K^S'mESSWSE) (P»0M PIANHHW) (TO G8ASWWS) (STATE REQUEST) ) 
( (TTPE GRASPjCOST) 
(HESDS <(3 1) (4 1) )) 
(NROBOT 23) 

i^SrjU^l S l 9 10 150.000 1.2S0 182.S00 0.000 1 2 0 0.000 )) 

(FXJU133_P(3£_pEFOKKJBEZ3D 0.000) 

(FIABC3K-0OT->PTERJESD 20.000) 

(PBRHCTTABLE TKUE) 

(MCENTffi 2) 

(CENTERjCOORD 4) ) ) 

S T^S^SSAGE) (NAME WOKE) (FROM GRASPING) (TO PLAHKDW (STATE REPLY) ) 
( (TYPE GRASPJCOST) 
( PREDICTED^ REPOS 1) 
(TIME 0) 
(H.COST 30) 
(AREA^PCT 73.516) 
(PERMUTABLE TRUE) 
(FLANGE HGT_BEFORE_BEND 20.000) 

! ™ « ^^5^ ' FLANGE_HGT_BEPORE_BEND FLANGE_HGT_AFTER_BEND 
PER M UTABL ER N^ E ^CE»TER_CaORD 5 ,, ooo ^ ^ ^ ^ % 1 Q ^ ^ 

(KROBOT 12) 
(NCEKTER 3) 
(CEWTER.COORD 101 
(ROBOT.L1NES 11) > ) 

TQ TOOLING: 



^^(JyPE MESSAGE, (FROM PLANNING! (TO TOOLINGJ (STATE REQUEST, . 



( (TTPE COST) . 
(BENDS ((3 1 ) t* ' ' M 
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00 ) I ) 



< STAGES (1 ) ) 

(BENDKAP (((3 ) 1 -2.000 -20.000 320.000 ' ROBOT JTOOLING* " R0B0T_TOOL I NG " 0 1102.0 
(H_COST €00) ) ) 



FROM TOOLING: 

(GET {{TYPE MESSAGE) (NAME NOME) (FROM TOOLING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE COST) 
(COST 0) 
(TIME 0) 

(HOLD (FINE _J*OTION_PLAN )) 
( FIN E MOTXON_CQST 0 ) 

( FINEM0TION PLAN (() ((130.000 130.000 57.000 0.000 ) (0.000 0.000 57.000 0.000 
) (0.000 -60.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.00 
0 0 000 0 000 0 000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0 
.000 0.000 ) (sioOO 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.00 
0 ) ) )) 

(SAVE (STAGES BENDMAP H_COST )) 

|^p ( {( } ( i ) i -2.000 -20.000 320.000 •R0O0TJTO0UBB- • ROBOT JOOL2MG* 0 1102.0 
00 ) ((4)1 98.000 -98.000 200.000 -ROBOTjroOLIIIG* -ROBOTJXXXLIWr 0 1102.000 ) )) 
(^COST 600) ) ) 

TO MOVING i 

(GET ( (TTPE MESSAGE) (FROM PLANNIHS) (TO MOVING) (STATE REQUEST) ) 
( (TYPE OUST) 
(BEHDS ((3 1) UD )) 
(AV ERAGgjO QST 1.168) 

(^S^afTl -2.000 -20.000 320.000 •R0BOT__TOOLHJG - a R0B0T_TOOLX2iG" *X) 1102.0 
00 ) (C4 ) 1 98.000 -98.000 200.000 •ROOOr.TOOLIMG- -ROBOILyOaLIW 0 1102.000 ) )) 
* (ROflSioC CI i 9 10 1SO.0O0 1.250 182.500 0.000 1 1 0 25B.338 )) > ) 

(GET TcTn^MESSAGE) (NAME NONE) (FROM MOVING) (TO PLANKING) (STATE REPLY) ) 
C (TYPE COST) 
(SAVE (AVERAGEJOOST )) 
(TIME 1.439) 
(AVERAGE-COST 1.304) 
(^CQST 3. 911) ) ) 

TO GRASPING x 

(GET ( (TYPE MESSAGE) (FROM PLANNING) (TO GRASPING) (STATE REQUEST) ) 
({TYPE REPOjDOST) 

(BENDS ((3 1 ) (0 0 I II 

(NROBOT 23) 

( ROB&T LINES S ) 

(ROBOTJUOC (1 1 9 10 150.000 1.2S0 182.500 0.000 1 2 0 0.000 I) 

(FLANGELHGT_BEFORE_BEND O.O00) 

( FIJINQE_JIGT_*FTER^BEND 20.000) 

(PERMUTABLE TRUE) 

(NCENTER 2) 

(CENTER^COORD 4) 

(NBENDS 2) ) ) 

PROM GRAQPTNG* 

(GET ( (TYPE MESSAGE ) (NAME MOKE) (FROM GRASPING) (TO PLANNING) (STATE REPLY ) ) 
( (TYPE REPO_COST) 
(TIME 30) 

t PREDICTED.REPOS 0i 
(HCOST-0) 
<AREA_PCT 49.2501 

( SAVE^PREV^ ROBOT UK NREPO REPO. LINES REPO.LOC PERMUTABLE NCENTER CEHTER_fOORO 
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(PREV_ROBOT_LOC (1 1 9 10 ISO. 000 1.250 182.500 0.000 1 2 0 0.000 )) 
(NREPO 39) 
<REPO_LXNES 12) 

(REPO_LOC (113 4 150.000 5.000 25.000 0.000 103.919 )) 
(NCENTER 1) 
(CENTER_COORD 13) ) ) 

TO MOVING: 

(GET ({TYPE MESSAGE) (FROM PLANNING) (TO MOVING) (STATE REQUEST) ) 
( (TYPE COST) 
(BENDS ( (3 1 ) (0 0 ) ) ) 
(AVERAGE_COST 1.166) 

(BENDMAP (<(3 ) 1 -2.000 -20.000 320.000 • ROBOT_TOOLING " " ROBOT_TOOLING " 0 1102.0 

00 ) )) 

(ROBOT LOC (1 1 9 10 150.000 1.250 182.500 0.000 12 0 0.000 )) 
(REPO_LOC (113 4 150.000 5.000 25.000 0.000 103.919 )) ) ) 

FROM MOVING: 

(GET { (TYPE MESSAGE) (NAME NONE) (FROM MOVING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE COST) 
(SAVE (AVERAGE-COST I) 
(TIKE 2.250) 
(AVERAGEJOOST 2.250) 
(^JOOST 9.000) ) ) 

PATH: ((0 0 16) (3 1 1255) (4 1 1214) ) 

BENDJSODE (4 X 1244) SUCCESSORS: ( (1 1 0) (2 1 0) (0 0 C) ) 

TO GRASPING z _____ 

(GET ( (OTPE MESSAGE) (FROM PLANNING) (TO GRASPING) (STATE RBQOEST) ) 
( (TYPE GRASP_COST) 

(BENDS ((3 1) (4 1) (1 1 ) )) 

(NROBOT 12) 

(RQBOT_I*INES 11) 

(ROEBOTJUX: (1 1 5 10 150.000 1.250 182.500 0.000 1 1 0 25B.338 )) 

(FIANaE - pGT_EEFOREJBQ® 20.000) 

(FLAMGgJOTL APTE RJEHD 20.000) 

(PERNBZABLB TRUE) 

( HCENTE R 3) 

(GERTERjQOORD 10) ) ) 

FROM GRASPING: , 

(GET ( (TJfPE MESSAGE) (NAME NONE) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 
((TYPE GRASP.COST) 
(TIME INFINITY) ) ) 

TO GRASPING: 

(GET ((TYPE MESSAGE) (FROM PLANNING) (TO GRASPING) (STATE REQUEST) ) 
({TYPE GRASP_COST) 
(BENDS ((3 1 ) (4 1 ) (2 1 ) )) 
(NROBOT 12) 
(ROBOT.LINES 11) 

(ROBOT_LOC (1 1 9 10 150.000 1.250 182.500 0.000 110 258.338 )) 

( FLANGE_HGT_BEFORE_BEND 20.000) 

( FLANGE_HCtIaFTER_BEND 20.000) 

(PERHUTABLE TRUE) 

(NCENTER 3) 

( CENTER _COORD 10) ) ) 

PROM GRASPING: , , 

(GET ((TYPE MESSAGE) (NAME NONE) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE CRASP^COSTI 
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(PREDICTED.REPOS 1) 

(TIME 0) 

(H_COST 30) 

(AREA_PCT 97.734) 

(PERMUTABLE TRUE) 

( FLANGE_HGT_BEPORE_BGID 20.000) 

( FLANG£_HGT_AFTER_BEND 20.000) 

(SAVE (NROBOT ROBOT_I*INES ROBOT_LOC FLANGE_HGT_BEFORE_BEND FLANGE_HCT_AFTER_BEWD 
PERMUTABLE NCENTER CENTER W COORD ) ) 

(ROBOT_LOC (1 1 9 10 150.000 1.250 182.500 0.000 10 0 520.116 )) 
(NROBOT 1) 
(NCENTER 4) 
(CENTEIL-COORD 14) 
(ROBOT_LINES 15) ) ) 

TO TOOLING: 

(GET ( (TYPE MESSAGE) (FROM PLANNING) (TO TOOLING) (STATE REQUEST) ) 
( (TYPE COST) 
(BENDS ((3 1) (4 1) (2 1) )) 
(STAGES (1 )) 

(BEKDHAP (({3 ) X -2.000 -20.000 320.000 -ROaOTJIOOLXZlG" *RQBOT_T0OLING- 0 1102.0 
00 ) ((4 ) 1 98.000 -98.000 200.000 •ROOOT^TOOtillW •ROBOTjroaUWa* 0 1102.000 ) )) 
(HJCOST 600) ) ) 

FROM TOOXiS9Qs 

(GET ( (TTFE MESSAGE) {NAME NONE) (FROM TOOLING) (TO PLANNING) (STATE REPLY) } 
( (TTFE COST) 
(COST 0) 
(TZMB 0) 

(HOLD (FINELMOTICBCPLMJ )) 

{ V J Bf ^_p€fW Tf^_flQfiT 0) 

t \ (FIH^JOTXOCPMN (() ((130.000 130.000 57.000 0.000 ) (0.000 0.000 57.000 0.000 
) ((). 000-60.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.00 
0 (f.OOO 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0 
•000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.00 
0 ) ) )) 

(SAVE (STAGES BEBCHAP EJ30ST )) 
(STAGES (1 )> 

(BENEHAP (((3 ) 1 -2.000 -20.000 320.000 -ROBQ^JTOOLZBG" -R0BOr_TO0LXllS a 0 1102.0 
00 ) ((4 ) 1 98.000 -98.000 200.000 •WMBOtjrOOLIW- -ROBOtJTOOLIlW 0 1102.000 ) { (2 ) 1 - 
2.000 -0.000 298.000 •nOBOTJTOOLXBIS" ■ROBOTLTOOLHW 0 1102.000 ) )) 

(QJDOST 600) ) ) 

TO MOVING z 

(GET ( (TYPE MESSAGE) (FROM PLANNING) (TO MOVING) (STATE REQUEST) .) 
( (TYPE COST) 

(BENDS ((3 1) (4 1) (2 1) )) 

( AVERAGE_COST 1.304) 

( PREDICTED. REPOS 1) 

(BENDMAP (((3 ) 1 -2.000 -20.000 320.000 * ROBOT_TOOLXMG " " R0BOT_TOOLING ' 0 1102. C 
00 ) ((4 ) 1 98.000 -98.000 200.000 •ROBOT^TOOLING" - ROBOT__TOOLING • 0 1102.000 ) ((2 ) 1 - 
2.000 -0.000 298.000 " ROBOT_TOOLING " *ROBOT_TOOLING* .0 1102.000 ) )) 

(ROBOT_LOC (1 1 9 10 150.000 1.250 182.500 0.000 10 0 520.116 )) I ) 

FROM MOVING: 

(GET ({TYPE MESSAGE) (NAME NONE) (FROM MOVING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE COST) 
(SAVE (AVERAGE.COST )) 
(TIME 2.1 44-) 
<AVERACE_COST 1.584) 
(H.COST 3.1681 ) ) 

TO G&ASPSMO: 

(GET ((TYPE MESSAGE) (FROM PLANNING) (TO GRASPJ^& (STATE" RAHIBST) ' ) 
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( (TYPE REPO_COST) 
(BENDS ({3 1 ) (4 1 ) (0 0 ) )) 
(NROBOT 12) 

< ROBOT_LINES 11) _ „„ e 

<ROBOT_LOC (1 1 9 10 ISO. 000 1.250 182.500 0.000 110 258.338 >) 
(FLANGE_HGT_BEFOR£_BOfl> 20.000) 
(FLANGE_HGT_JIFTER_3END 20.000) 
(PERKUTABLE TRUE) 
(NCQITER 3) 
(CEOTEIUCOORD 10) 
(NBE2JDS 1) ) ) 

FROM GRASPING* 

(GET ( ( TYPE MESSAGE ) (NAME NONE) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE REPO_COST) 
(TIME 30) 

(PREDICTED^REPOS 0) 
(UJCQST 0) 
(AREA.PCT 69.750) 

(PERKUTABLE TRUE) 

{SAVE CPREVUWBOPJOC NREPO REPOJERES REPO_JiOC PERKUTABLE NCEKTER CERTER^COORD ) 

{PBJSV^aBat^JJX <1 1 9 10 150.000 1.250 182.500 0.000 1 1 0 258.338 )) 
(NREPO 39) 

(PttPflt.TWgg 16) 

(RBFO_JOC (113 4 140.000 5.000 25.000 0.000 95.802 )) 

(MJiorrER 1) 

(CENTER^COORD 17) ) ) 

TO MOVXDQx 

(GET { (TYPE MESSAGE) (FROM PLMHOW3) (TO BOOTHS) (STATE taw) ) 
t (TYPE COST) 
(BEZZDS ((3 1) (4 1) (0 0) )) 

nSmnF^fO I '^S.OOO -20.000 320.000 -ROBOl^TOaLIllG- •RaBOT.TOOrJTO- 0 1102.0 
00 ) ((4)1 98.000 -98.000 200.000 H0B01L700LIW •RODOI^OaLIBO- 0 1102.000 ) )) 
(ROBOTJOC (1 1 9 10 150.000 1.250 M2.500 0.000 1 1 0 258.338 )) 
(REPO_JX)C (1 1 3 4 140.000 5.000 25.000 0.000 95.802 )) ) ) 

FROM H7VXEX3: M , »— ». * 

(GET ( (TYPE MESSAGE) (MAKE HOKE) (FROM HDVHI3) (TO PIAlWIWa) (STATE REPLY) ) 

( (TYPE. OUST) 
(SAVE (AVERAGE-COST )) 
(TODS 1.967) 
( AVERAGE-COST 1.635) 
(ILCOST 3.271) ) ) 

PATH: ((0 0 16) (3 1 1255) (4 1 1244) (2 1 1241)) 
BEND.NODE (2 1 1241) SUCCESSORS: ((1 1 0)(0 0 0)) 

IgET^TYPe'mESSAGE) (FROM PLANNING) (TO GRASPING) (STATE REQUEST) ) 
( (TYPE GRASP_COST) 
(BENDS ((3 1 ) (4 1 ) (2 1 ) (1 1 ) M 

(NROBOT 1) 

(^^ZlJc^l 1 !^ 10 150.000 1.250 182 . 500 0 .000 1 0 0 520.116 )) . 

(FLANGE_HGT_BEFORE_BEND 20.000) 

( FLANGE_HCT_AFTER_BDJD 20.000) 

rPERMUTABLE TRUE) 

/NC ENTER 4) 

(CENTER-COORD J 4 ) ) ) 
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k;ct TrrrPE N MESSACE) (NAME NOME) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE GRASP.COST) 
(TIME INFINITY) ) ) 

TcET^TYPE* MESSAGE) (FROM PLANNING) (TO GRASPING) (STATE REQUEST) ) 
( (TYPE REPO_COST) 
(BENDS ((31) (41) (21) (00) )) 
(NROBOT 1) 

(ROBOT_LINES 15) . , ^ 

(ROBOrluX: (1 1 9 10 150.000 1.250 182-500 0.000 1 0 0 S20.116 )) 

(FLANGE HGT_BEPORE_BQ«D 20.000) 

(FLANGEZHGT_AFTEIUBEM) 20.000) 

(PERMUTABLE TRUE) 

(NCENTBl 4) 

(CENTEIUCOORD 141 

(NBENDS 0) ) ) 

WET TSrPEMESSAOB) (NAME NOME) (FROM GRASPING) (TO PLAKKOC) (STATE REPLY) ) 
( (TIPS REPOJDOST) 
(TIME 30) 

(PRHDICTEDJIEPOS 0) 
(SJOQST 0) 
(ARE3CPCT 93 *250 ) 

(^^(^^J^TJUOC NREPO REPO_XJMES REPOJiOC PERMOTABLE NCENTER CENTER^COORD ) 

(PREVr_Jtt»OTL*OC (1 1 9 10 1S0.0O0 1.250 182.500 0.000 1 0 0 520.116 )) 
(NREPO 27] 
fREPO IiIMES 18) 

(BEPOjSctl 1 3 4 160.000 S.000 25.000 0.000 S5.813 )) 
"(nCEBXER 1) 
(CEBXERJOOORD IS) ) ) 

ToET^tTYPE MESSAGE) (FHDM WMBXHG) (TO H0W3UOJ (STATE KBQOEST) ) 
C (TTPR OQST) 
(BBHDS ({3 II Ml) Hi) 10 0) )) 

£S25"nO l'l'S.OOO -20.000 320.000 -POBOTjrOO™- •B0B0T_TOOLnKS* 0 1102.0 
00 ) ((4 JTsTJoS -98.000 MO.OOO -BQBOILJOQUIIO- -FOBOtJIOOtlHJ- 0 1102.000 ) <(2 > 1 - 
l.olc S.Joi M8?SSo -^JlbOLraa- ■HOBOt.TOOtJW- 0 1102.000 ) )) 

HKffiOT ioe 150.000 1.250 182.500 0.000 10 0 S20.116 t) 

!55Sb (1 1 3 4" WO.OOO 5.000 25.000 0.000 9S.813 )) ) ) 

7?£pT MESSAGE) (NAME NONE) (FROM MOVING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE COST) 
(SAVE (AVERAGEjCOST ) ) 
(TIME 3.031) 
(AVERAGE.COST 2.066) 
(H_COST 2.066) ) ) 



PATH: ((0 0 16X3 1 1255) (4 1 1244) (2 1 1241) (0 0 1239) ) 
REPO_RODE CO 0 1239) SUCCESSORS : (<J 1 0)) 

^"(eSre MESSAGE) (FROM PLANNING! (TO GRASPING) (STATE REQUEST) 1 
( (TYPE GRASPjCOST) 
IHXMOS 111 1 I M I I (11 MM I 1 U II 

(P^RoioT_LOC (J 1 9 10 150.000 1.250 182.500 0.000 1 0 0 520.1)0 )) 
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(NREPO 27) 
(REPO.LINES 18) 

(REPO.LOC (113 4 160.000 5.000 25.000 0.000 95.813 )) 
(PERMUTABLE TRUE) 
(NCENTER 1) 
(CENTER.COORD 19) ) ) 

FROM GRASPING: 

(GET ( (TYPE MESSAGE) (NAME HOKE) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE GRASP_CQST) 
(PRE0ICTED_REPOS 0) 
(H_COST 0) 
(TIME 0) 

(AREA^PCT 97.562) 
(FLANGE_HGT.BEFORE.BEMD 20.000) 
( FLANGE _flGTlAFTER_BEND 20.000) 
(PERMUTABLE TRUE) 

(SAVE (PREV^RGBOTJOC ROBOT^LOC NROBOT ROBOT_LINES REPO.LOC NREPO REPO_LINES FLAN 
GEHGT BEFOREBEHD FLANGE_PGT_AFTERjaEND PERMUTABLE NCENTER CENTE3UCOORD ) ) 
(ROBOTJXX: (113* 200,000 5.000 20.000 0.000 0 0 0 50.982 )) 
(NROBOT 13) 
(NCENTER 2) 
(CEBTBUCOORD 20) 
(R08OTLX2ZES 21) 

(PRE7 ROBOXLJOC (1 1 9 10 150.000 1-250 182.500 0.000 1 0 0 520.116 )) 
(REFO^IOC (113 4 50.000 5.000 25.000 0.000 144.261 )) 
(NREPO 27) 
(REPO_LH2ES 22) ) ) 

TO TOOLQJGx 

(GET ( (TTPB MESSAGE) (FROM PLANKDJG) (TO TOOLING) (STATE REQUEST) ) 

( (TYPE COST) 
(BENDS ((31) (41) (21) (11) )) 

(STAGES (1 ) ) 

(BENDMAP (((3 ) 1 -2.000 -20.000 320.000 •ROBOT_TOOLIN3- •R0B01LJtOOLI»G' 0 1102.0 

00 ) ((4)1 98.000 -98.000 200.000 ntOBOXJIOOLING- •ROBOT.TOOIJIIC- 0 1102.000 ) ( (2 ) 1 - 

2.000 -0.000 298.000 • ROBOT JTOOLING- •ROBOTJTOOLTNG- 0 1102.000 ) )) 
(H_COST 600) ) ) 

FROM TOOLXNQs 

(GET ( (TYPE MESSAGE) (NAME HOKE) (FROM TOOLING) (TO FLANNIN3) (STATE REPLY) ) 
( (TYPE COST) 
(COST 0) 
(TIME 0) 

(BOLD (nNSJfOTICH-PLAN )) 

(!) ((130.000 130.000 57.000 0.000 ) (0.000 0.000 57.000 0.000 
) (0 000 -600000 000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.00 
0 0 000 0 000 0 000 T (5 000 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 0 
oSiToooT(?:SSo 0.000 0.000 0.000 ) (5.000 0.000 0.000 0.000 ) (5.000 0.000 p. 000 0.00 
0 ) ) )) 

(SAVE (STAGES BENDHAP H_CQST ) ) 

(BammP^di ) 1 -2.000 -20.000 320.000 -ROBOTS-TOOLING- * ROBOT_TOOLING " 0 1102.0 
00 ) (14 i 98 000 -98 000 200.000 • ROBOT_TO0LING * * ROBOT JTOOLI NG* 0 1102.000 ) f<2 ) 1 - 
2 oio -J OoJ 2?8 SSo -ROBOT.TO0LING- " ROBOT^ TOOLING * 0 1102.000 )((!,! -2.000 -0.000 30 
0.000 -ROBOT.TOOLING- -ROBOT^TOOLIW 0 1102.000 ) )) 

(H_COST 600) ) ) 

(GET ((TYPE MESSAGE) (FROM PLAK7MWG) (TO MOVING I ( STATE REQUEST) ) 
I ITYPF COST) 

(BENDS 1 13 IIU l.J(21)«0)(nill 
(AVERASE_COST 2.0fc&> 
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(BENDMAP ({(3 ) 1 -2.000 -20-000 320.000 •ROBOT_TOOLING- "ROBOT TOOLING" O n 
00 ) (<4| 1 98.000 -98.000 200.000 -ROBOT_TOOLING- * ROBOT_TOOLING • 0 1102.000 ) iij 7 ?"° 
2.000 -0.000 298.000 -ROBOT^TOOUINS- •ROBOT.TOOLIWG- O 1102.000 ) ((1 ) 1 -2 000 -o nn« \l 
0.000 -ROBOTJTOOLING* * ROBOT JTOOLING* 0 1102.000 ) )) * UO ° 30 

(REPO.LOC (113 4 50.000 S.000 25.000 0.000 144.281 i) 
(ROBOT_LOC (113 4 200.000 5.000 20.000 0.000 0 0 0 50.982 )) ) ) 

FROM MOVING; 

(GET ( (TYPE MESSAGE) (NAME NONE) (FROM MOVING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE COST) 
(SAVE (AVERAGE JCOST )) 
(TIME 4.004) 
( AVERAGE^ COST 2.S50) 
(H_COST 0.000) ) ) 

TOiere Are 12 nodes in Che graph and 6 nodes are still on OPEN 

SOLUTION: ((0 0 16) (3 1 1255) (4 1 1244) (2 1 1241X0 0 1239) (1 1 641)) 

PATH: ((0 0 16) (3 1 1255) (2 1 1244) ) 

PA3B: ( (0 0 16) (3 1 1255) (4 1 1244) (0 0 1245) ) 

PATH: ((0 0 16X3 1 1255) (0 0 1254)) 

PATH: ((0 0 16) (1 1 1255)) 

PATH* ((0 0 16) (4 1 1256)) 

PATH: ((0 0 16)(2 1 1256}) 

TO GRASPING: 

(GET ( (TYPE MESSAGE) (NAME LOADER) (FROM PLANNING) (TO GRASPING) (STATE REDDEST) ) 
((TYPE SUCTION) 
(GEOMETRY 2) 

(ROBOT_XOC (1 1 9 10 150.000 1.250 182.500 0.000 1 0 0 520.116 )) ) ) 
TO^C RASfePPt 

(GBT ( (TYPE MESSAGE) (NAME UNLOADER) (FROM PLANNING) (TO GRASPING) (STATE REDDEST) ) 
< (TYPE SUCTION) 
(GEOMETRY 3) 

(ROBOT^LOC (113 4 200.000 5.000 20.000 0.000 0 0 0 50.982 )) ) ) 
TO TOOLING x 

(FINALIZE ((TYPE MESSAGE) (FROM PLANNING) (TO TOOLING) (STATE REQUEST) ) 
((TYPE PLAN) 
(STAGES (1 )) 

(BENDMAP (((3 ) 1 -2v000 -20.000 320.000 *ROBOT_TOOLING* •ROTOILTOOLINS* 0 1102 0 
00 ) ((4 ) 1 98.000 -98.000 200.000 ■ ROBOT_TOOLING " -R0B0T.T0OLINS* 0 1102.000 ) ((2 J l"- 
2.000 -0.000 298.000 *R0BOT_TOOLH>G" •ROB0T_T0OLING* 0 1102.000 ) ((1 ) 1 -2.000 -0 000 30 
0.000 * ROBOT_T0OLING " •ROB0T_T0OLING* a 0 1102.000 ) )) ) ) 

FROM GRASPING : 

(GET ( (TYPE MESSAGE) (NAME LOADER) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE SUCTION) 
(NO_OF_CUPS 2) 
(TIME 600) 

(LOCATIONS ((48.000 120.000 ) (308.000 120.000 ) )) ) ) 
FROM GRASPING: 

(GET ( (TYPE MESSAGE) (NAME UNLOADER) (FROM GRASPING) (TO PLANNING) (STATE REPLY) ) 
( (TYPE SUCTION) 
<NO_OF_CUPS 2) 
(TIME 600) 

(LOCATIONS ((48.000 100.000 ) (266.000 100.000 ) )) ) j 
FROM TOOLING: 

(FINALIZE ((TYPE MESSAGE) (NAME NONE) (FROM TOOLING) (TO PLANNING) (STATE REPLY) ) 
((TYPE SEGMENTS) 
(STAGE 7) 
(LENGTH 296) 
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(SIZES (160 100 20 15 1 )) 

(X_LOCATION 1X02.000) 

(PUNCH -ROBOT_TOOLING- ) 

{DIE *ROB0T_TOOLINC- ) 

(DIE_V_NUKBER 1) 

( PUNCH_ HOLDER •ROBOT_TOOLING* ) 

(DIEL.HOLDER "53100-) ) ) 



> quit 
(QUIT ) 

Shutting down experts: (GRASPING TOOLING MOVING ) 
Task PLANNING is exiting. 
Task PLANNING is exiting. 
Task main is exiting. 
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History: Created September 14. 199* - Richard Hoore 

Revl — ^ e ^ 9 l |nemorize _ point . attribute with generic type 
to indicate which point was being memorized 

RCV2 " ^Lorize^inC changed Co 3 different -ccribute „e»es 
•memorize f inalpoint- , -memorize_preloadpoxnf 
anT^m^orize^loadpoint- which need the ideal coordinates 
(5-tuple) of the point being memorized 

Rev3 — Sep 22, 1994 

History started 

<robot__ygage (Ylimit Yslowdown) > changed to 
(robot_ygage (Ygoal Ylimit Yslowdown)) 

(robot.xgage (Xlimit Xslowdown) ) changed to 
(robot_xgage (Xgoal Xlimit Xslowdown)) 

•memorize_fin*l_point- changed to -memorize^bemLpoint- 



Part «X 



(print ((type message) (from planning) (to sequencing) <«tate request) ) 

((type pause) .1111 
(flMMMw f •r«abV to download. . - I J J I 

„„,,,,JTnT^.^n^.»....»»';-'»""'"'"'"'""'"''"'";ii:::i:: 



((type nc9r) 

(bend X) 

(units ram) 

(backgag* 27.220) 

(bendhold 2.000) 

(finaXdepth 2.149) 

(pinchpoint 4.719) 

(pullbaclc 25.400) 

(slowdown 15.000) 

(speed 7) 

(delay 2.000) 

(lowers top 80.000) 

(bsndUanale 90.0) 

(bencUlength 100.01 

(bendLposition 0.0) 

( flange Jength 22.0)^ 

(bgage_abs_jnove((XRO 2R0 XL0 ZL0 Y0) 
(XJtl ZR1 XLl 21*1 Yl) 
(XR2 ZR2 XL2 ZL2 Y2) 
(XR3 2R3 XL3 ZL3 Y3) 
(XR4 ZR4 XM ZC4 T4) 
(XR5 2R5 XLS 2L5 Y5) 
(XR6 ZR6 XL6 2L6 Y6) ) ) 

((type nc9r) 
(bend 2) 
(units mm) 
(backgage 42.220) 
(bendhold 2.000) 
(final depth 2.149) 
(pinchpoint 4.7)9) 
(pullback 25.400) 
(slowdown 15. 000) 
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(delay 2.000) 
(lowers cop 80.000) 
(bend_angle 90.0) 
<bend_ length 100.0) 
(bend_position 0.0} 
(f lange.length 22.0) 

(bgage_abs_move<(XR7 ZR7 XL7 ZL7 Y7> 
(XR8 ZR8 XI*8 ZLB Y8) 
(XR9 ZB3 XLS ZL9 Y9) 
(XR10 ZR10 XL10 ZL10 Y10) 
(XR11 ZR11 XL11 ZL11 Yll) 
(XRI2 ZR12 ZL12 2X12 Y12) 
(XR13 ZR13 XL13 ZUL3 V13) )) 

(print ((type message) (from planning) (to sequencing) (state request) ) 
((type pause) 
(message ( "ready to start first part — ill) 

r initialize all systems, verify the starting state 

if it i 9 9 999 9 9 9 9 i in 222222:279977222 2222299 iii*** 999999999999999 22:222297292222:2 
,,,,,, startup/ini Hal i ra/varlfy fffffffffi 

iifffffffiffffiiif iff ffjfif if 9nn9$9tsn9tni$9$9999i»i9$sn9n»9$9i9n$$$9$-t9 
(startup ((type message) (from planning) (to seq uencin g) (state requasf.) ) 
((type pressbraka) 

(abends 2) 

(nparts 10) 

(dicL.vidth 7.000) ) 
((type robot) 

(gripper close) 

(robot_speed 6) 

i confirm that robot is in reference position 
i if not, ask the operator to pot It there 
(verlfy^robot (Xref Yref Zref Pitchref Yawref)) 
f move robot to standby p os i t i o n 
(robotuabs_move ((X Y Z Pitch Yew) ) ) ) 
((type back pa ge) 

I confirm that backpage is in reference position 
f if not, ask the operator to put it there 
tverlryjbgage (XRref XRref XLref ZLref Yref)} 
j move robot to position for first bend 
(bg»g*uabe - mov« (XR0 ZR0 XL0 ZL0 TO) ) 1 ) 

9 9 9 99 9 9 999 7 7 7 7 2 2 7 7 7 2 2:222222222222227222299999929999292222992299229999992222222 

Acquire part from loader/unloadox 9299 2 27297 

/ 2i; Y ;;; ; 7::7: - s: ; 7 - i7 ;77777777 7 2727772722722222222222222222222222722222272 I 227 

"(get ' Ut^'message) '(from planning) (to sequencing) (state request) ) 
( (type loader) 
(robot_speed 6) . 
; move robot to point just outside of part aguxsition part. 
; that is, the part is not within the gripper yet 
(robot_abs_move ( (X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) ) ) 
; now ask the operator to adjust the Z height manually for 
; safe loading (in case of part droop) 
(robot_zgage (Zmax Zminl ) . 
; memorize this point as th« preload point xt will be sent 
■ back to the process manager in the reply 

(memorize_preload_point (Xideal Yideal Zideal PITCHideal YAWideal)) 
: move robot gripper in the X-Y plane to the proper X-Y point at 
; the current Z height 

(robot reJ.mov© <(dZ dY dZ dPitch dYawH ) 

; move'robot to the ideal part acquisition point 
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( robot_obs_move I (X Y Z Pitch Yaw) ) 

(exchange_part 10.0) ; wait for 10 seconds after getting part 

(robot_abs_move ( (X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) ))) 



Bend «1 



; load the part into the pressbrake, measuring the Z, Y and X offsets 
; and sending then back to the process manager 

(put ((type message) (from planning) (to sequencing) (state request) ) 
M(type pressbrake) 
(robot.speed €) 

; move robot into pre-loading position to start z -gaging 
; this will compensate for part droop 
(robot_abs_move ((X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X T Z Pitch Yaw) ) ) 
; fox now, request the operator to adjust the % height manually 
(robot^rgage (Zmax Zadn)) 

i mamorixa this point mm the preload point — it will be sent*. 

j >yV to the process manager in the reply 

(aenndxe^RreloadLpoint CXideal Yideal Zideal PXXCBideal YAWideal) ) 
, nerve in the T direction to get into the die space 
(robot^rel^move ( <cX dT dZ dPitch dXatr) ) ) 

j move to the ln»* <T »ff point in conctact with the die 

(robot^absjaove ((X T Z Pitch Yaw)) } 
; perform tirlHnl y gaging 
(robot^ygmge (Xgoal Ylimit YslowdownJ) 

I move the backgage clear of the part and into po s i t ion for 
7 x -gaging 

(bgageLjibs^move ( (XR1 XR1 XL1 XL1 Tl) 

(XR2 TS2 XL2 ZL2 Y2))) 
> offset the part away from the goal X position 
(rebotLjeeJUeove ( (dX dT dZ dPitch dTaw) > ) 
• move backgage into final posit inn for x-gaging 
(bgaoet-ebs^ove ( (XR3 ZB3 XI3 XEJ T3)1 } 
7 gage to final X position 
(robot^xgmge (Zgoal Xlimit Xslowdownl) 
t move finger that is in contact with part clear v 



(bgage^be^Bove <(XR« mi XL4 ZXA T4I) > 
; move part bade in T to the corrected starting point 
• will be the point used in the next part 

<robot_rel M jaove <(dX dY dZ dPitch dTaw)) > 
; move backgage to final y-gaging position 
(bgage_abs_move (<XR5 ZR5 XLS ZLS YS ) ) ) 

; memorize this point as the load point — the point before 

; final y gaging. This will be sent back to the process 

; manager in the reply , . . . 

(merorize_loadj>oint (Xideal Yideal Zideal PrTCHideal YAWideal)) 

; final y gaging before bend 

(robot_ygage (Ygoal Ylimit YslowdownJ) 

; memorize this point as the final point — the point after. 
; final y gaging and before bending 

- it will be sent back to the process manager in the reply 
(mefnorize^bendjx>int (Xideal Yideal Zideal PITCHideal YAWideal) )) 

(bend ((type message) (from planning) (to sequencing) (state request) ) 
I (type -follow) 
(bend_angle 90.000) 
(pert .thickness 1.2)9) 
(press_travel 2.570) 
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; pullback the backgage to clear bending process 

; any motion commands here are executed after the pinchpoint 

(bgage.abs.move ( (XR6 ZR6 XL6 ZL6 Y6) ) ) 

) ) 

(get ((type message) (from planning) (to sequencing! (state request) ) 
((type pressbrake) 
; mode can be punch_contact or die_contact 
(mode die_contact) 

; any motion commands here will be executed after the press has 
; been lowered 

; perform unloading move. This can be via robot_f ine_move or 
; robot_rel_move or robot_abs_move 
(robot abs^move ( (X Y Z Pitch Yaw) 
~ (X Y 2 Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y 2 Pitch Yaw) ) ) ) ) 

; move backoaoe into position for next bend 

(mo^T { (S5 mm*) (from planning) (to sequence) <Btate request) ) 
((type linear) 

bwL^JDOve (<XR7 2H7 XL7 2L7 Y7) )))) 
,,,,,, Reno operation tzititntt 

(^((Se^JS) fSom^lannina) (to sequencing) (state request) ) 
((type repo) 
(robot^speed 6) , 

* mtM nart to mint just outside of repo oxipper. 

, re? SrSper will be opened first thing by this, 'put' 
(xobot^jabs^DOve <(X Y Z Pitch Yaw) 

(X Y r Pitch Yaw) 

(X T Z Pitch Yaw) 

(X Y % Pitch Yaw)) ) 
j tar now request operator to adjust % position for repo loading 
(robot-zsaoe (2max tmin) ) . 
J^mamorixethis point as the preload point ~ it will be sent 

$ move in the X-Y plane to put part insida repo oxipper 

(rtxbot^rolJBOve ((dX 6T dX dPitch dYaw)) ) 

7 put part down in ideal repo loading position 

(robot^absjDOve ((X Y % Pitch Yaw) ) 

- hand off the part from robot to repo 

(exSange_part YV) ; wait n seconds after getting part 
) ) 

; get part from repo . . . ^..^ i i 

(get ((type message) (from planning) (to sequencing) (state request) ) 

((type repo) 

! r m£e~Sr^tf 'point just outside of regrasping P^ion. 
; robot gripper will be opened first thing in this get 
(robot.abs^move ((X Y Z Pitch Yaw) 

{X Y Z Pitch Yaw) 

(Z Y 2 Pitch Yaw) 

(Z Y Z Pitch Yaw)) ) 
; for now request operator to adjust 2 position for regrasping 
(robot_zgage (Zmax Zmin)) 

; wmor.ze nhis point « the preJoad point - -t wi 1 ) be sent 

• hack to the oroc«ss manager in tn* reply ... . v . 
•|^!lSl«e.SllS33ol»t "ideal Yid«al Zid«.l PlTCHidea! YAWdeal)) 
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move in che X-Y plane to put part inside robot gripper 
(robot rel_move ( (dX dY d2 dPitch dYaw) ) ) 
* move~robot to ideal regrasping position 
(robot abs_move ((X Y Z Pitch Yaw) ) 

(exchanoe_part 3.0) ; wait n seconds after getting part 
) ) 



Bend 12 



Z # Y and X pf fsets 



load the port into the pressbrake, moasuruig the 

and sending them back to the process manager rpffilMr ) . 

(put ((type message) (from planning) (to sequencing) (sUte request) ) 
( (type pressbrake) 
(robot speed €) 

; move'robot into pre-loading position to start x-gagxng 
; this will 'condensate for part droop 
(robot.absjnove ({X Y X Pitch Yawl 

(X Y X Pitch Yaw) 

<X Y X Pitch Yaw) 

(X Y X Pitch Yaw) J) 
, fox now. roguaat the operator to adjust che X height ■enually 

I^J^' tta ^ point - it ^ b. ^ 

j^xl^o^^r^^Y^oirSLa PITCHideal YAHidoal,, 
; move in thft Y direction to get Into the die space 
# _w_t- t«i «m <(dX dT dZ dPitch draw)) ) 

!^£^eo^rLitSa loading point in conduct with the die 

(robot^abajoovo ({X Y X Pitch Yaw)) ) 

; perform initial y gaging 

/JZ. venoa fYooal Yliadt Talowdowa)) 

, ^^Sha^cKg. clear o£ the part and into position for 

i x^g a g i ng 

(bgage_ab»j«ove ( (XRB ZR8 XM XL8 Yt| 

, offset the part away t^^T^L* P°« itioa 
<robot_xe]^jnove ( (dX dT dZ dPitch dYaw) J ) 
, »ov« backuage into ^ nTTf"* 

(bgag«_nbe_*»va ((XR10 ZR10 XUO rtlO Y10) > ) 
f gage to final X po s i ti o n 
(robotjenage (Xgoal XLinit Xalowdowa)) 
WfinoLtoti* in contact with part clear 
(bgagLabBJ-ove UXR11 XR11 XLU XLU Till) ) 
;^e^arttock in Y to the corrected atartting point 
; this will be the point used in the next part 
rml nova ( (dX dY dZ dPitch dYaw) ) ) 
^;"e^H point as the load point - the point before 
I £nTy gaging This will be sent back to Che process 

toadSo^Xideal Yidea! Zideel PITCHideal YAWide.!,, 
■ move backgage to final y -gaging position 
(b^gLaos!move ( (XR12 2RX2 XIA2 ZL12 Y12)) .) 
; final y gaging before bend 
t .^K^r vaacre (Yaoal Ylimit Yslowdown) ) 

• ( ^rizrch^Sint as the final point - the poxnt after 

; u^m ^sent^c^rth^ocLs n-neger in t„e rep* 
i„^i«iend!poin? (Xide.1 Vide.! Zideal PITCHidea! YAW.deal, ,» 

(bend (.type message, (from planning, (to sequencing. (st.ate "request. . 
(.(type follow) 
(bend angle 90.000) 
(port "thickness 1.219) 
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<press_travel 2.570) 

; pullback the backgage to clear bending process 

; any motion commands here are executed after the pinchpoint 

(bgage.abs.move ( (XR13 2R13 XL 13 ZL13 Y13)> ) 

) > 

(get ((type message) (from planning) (to sequencing) (state request) ) 
< (type pressbrake) 
; mode can be punch_contact or die_contact 
(mode die__contact) • 

; any motion commands here will be executed after the press has 
; been lowered 

; perform unloading move. This can be via robot.f ine_move or 
; robot_rel_move or robot_abs_move 
(robot abs^nove ( (X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) ) ) ) ) 

Part Unloading nnnnn 
(pot ((type menage) (from planning;) (to sequencing) (state request) i 



((type loader) 
(robot^speed 6) 

I Move part to position above tm load er 
(robot^abajnove ( 

(X T Z Pitch Taw) 
(X T Z Pitch Yaw) 
(X T X Pitch Yaw) ) ) 
j request operator to adjust the height of robot manually 
* (robot^jcgag*(Zxnax 7*"*"? ) 

* memorixe point as the preload point — it will be sent 

* to t-h^fc pr oc es s manager in the reply 

Cs«2orf*e_preloa^ (Xideal Yideal Zideal PXTOIideal YMfioeal)) 
(eKhange-part 10*0) 
(robot^jftbsjnove ( 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw)) ) ) ) 



9 9 9 9 9 
9 9 9 9 9 * 



Part t2 

-"H""™; ; .; ; : ; ; ; ; nn; t ,^, , „;;>;;,;;;;;» > ; » ; 1 1 * i 



NCPR programming 



(program ( (type message) (from planning) (to seguencxng) (state request) ) 
( (type nc9r) 
(bend 1) 
(units mm) 
(backgage 27.220) 
(bendhold 2.000) 
(finaldepth 2.149) 
(pinchpoint 4.719) 
(pullback 25.400) 
(slowdown 15.000) . 
(speed 7) 
(delay 2.000) 
(lower ct op 00. 000) 
(bend.ftngJe 90.0) 
(bend_i»ngth J oo.O) 
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(bend_position 0.0) 
( Clange.length 22.01 

(bgage abs *ove<<XR0 ZRO XLO ZLO YO) 

(XRX ZRl XL1 ZL1 YD >> 



( (type nc9r) 

(bend 2) 

(units on) 

(backgage 42.220) 

(bendhold 2.000) 

(finaldepth 2.149) 
' (pinchpoint 4-719) 

(pullback 25.400) 

(slowdown 15.000) 

(speed 7) 

(delay 2.000) 

(lowers top 60.000) 

(bend^angle 90.0) 

(bend_length 100.0) 

(bend^positlon 0.0) 

(fltuwulength 22.0) 

(bo&geab«^crv«(CZR2 ZR2 XL2 ZL2 T2) 

WWJM*-*~~ (ZB3 ZI3 ZL3 Y3) )) ) ) 

( (type pxttMbcafee) 
(nbtndt 2) 
(npaxtfl 10) 
<die_width 7.000) ) 

I S^boTCm b. the mm •* the backw portion «»ed for 

» final baeknasina . «,» , • \ 

<bgage_abs.jD0ve <XR0 ZRO XL0 XL0 TO) > ) > 

(get ((type n»sao«) (frm planning) Cto MqnenelBB) req™»w 
((type loader) 

fSHSSZ ~ gn»p tt. Part «.i»g the point decer-ined 
; by operator in first part 
(robot abs^DOve ( (X Y 2 Pitch Yaw 
{X Y Z Pitch Yaw) 
(X Y Z Pitch Yaw) ) ) 

; wait for 10 seconds after getting part 

Y Z Pitch Yaw) 

Y Z Pitch Yaw) 

Y Z Pitch Yaw) 

Y Z Pitch Yaw) ))) 



;;;; 
is;; 



(exchange^part 10.0) 
(robot abs_roove ( (X 
(X 
(X 
(X 



7 2*. 



Bend fl 



;pi eter 1^ n ^^"cr"rrpX.nnin g , (Co .ecuencin,, revest, , 

((type presEbraJcel 
! T S"'^Tp-^ directly into The prc«. .ettin, it 6<~n in 
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; the position determined in first part run 
(robot.abs_.oove ( (X Y Z Pitch Yaw 
(X Y 2 Pitch Yaw) 
(X Y Z Pitch Yaw) 
(X Y Z Pitch Yaw) ) ) ) ) 

; final y gaging before bend . . 

(robot_ygage (Ygoal Ylimit Yslowdown) ) ) 

) 

,«cype «s». g e, <fro* planning) (to sequencing) (state -quest) ) 

((type follow) 
(bend_angle 90.000) 
(paxt_thicteness 1.219) 

U t ((ty pe —sag*, (f— pWng) (to -equeneing, Ut~ r^est, ) 
( 5a*Srtr!S-U«-«t or die_co»*act 
^ t^^Lt* here will be ex-outed after the pre*. ^ 
j bc^*i lowered 

, perfc« unloading -ove- This can be via robot^e^ or 
i robotreljaove or robot_obe_jDOve 

(X T Z Pitch Yaw) 

(X T Z Pitch Yaw) ) ) ) > 

^ ^ST^^Tt^ pSnnS,^ ina) (.ft. requ~t> > 

»ii»wiii»»i»n»»»if»«»»«»" ,, "t!ii " ttnnun 

'(^(^e^L^T SxroTpWng) (to .equina) Ut~. «Q— « ) 

((type repo) 

! I 2^rf inio repo gripper using x value detained in first 

'I ^ ^PPer will be opened first thing by this -put' 
' re P° v , v - pitch Yaw) 

(robot_abs_*ove (IX Y J Ji«J 

(X Y 2 Pitch Yaw) 
(X Y 2 Pitch Yawl ) > 

• b - d °" ^ ^ «Un"i after getting part 

(exchange_part 3.0) * 

) ) 

; get part from repo rtlj ,„ ninfl i (to sequencing) (state request) ) 

(get ((type message) (from planning) (to seq 

[ (type repo) 
<robot„ab8.W»ve UX Y 2 PUCh Yawl 
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(X Y Z Pitch Yaw) 

(X Y 2 Pitch Yaw) 

(X Y 2 Pitch Yaw) ) ) 

(exchange_part 3.0) ; wait n seconds after getting part 



) ) 



Bend 12 



i'load' the '^rt' Into* the pressbrake, using the measured Z, Y and X offsets 
; determined in first part run 

(put ((type message) <fro« planning) (to sequencing) (state request) ) 
((type pressbrake) 
<robot_speed 6) 

; load the part directly into the press, setting it down xn 
; the position determined in first part run 
(robot absjnove ({X Y Z Pitch Yaw) 

(X Y 2 Pitch Yaw) 

{X Y 2 Pitch Yaw) 

(X Y Z Pitch Yaw) ) ) ) ) 
; final y gaging before bend 
(robot_yyage (Ygoal Ylisdt Yslcwdown) ) ) 

) 

) 

(bend { (type message) (from planning) (to sequencing) (state request) ) 
((type follow) 
(bend_angle SO. 000) 
(parX-thickness 1.215) 
(press.travml 2.570) 

• nullbacJc the bactogago to clear bending process 

, any motion commands here are executed after the pinchpoint 

(bgage_abs_jaove ( (XR3 ZR3 XL3 ZL3 Y3)) ) 

) ) 

(get ((type message) (from planning) (to sequencing) (state request) ) 
((type pressbraJos) 
; mode can be puncXjcontact or die_coatact 
(mode die_jcontact) 

; any moS^ccassmds here will be executed after the press has 



; perform ^)^W move. This can be via robot^finejnove or 

robot^reJLjnorve or robot^Absjnove 
(roboc_ab*_mov« ((X Y Z Pitch Yaw) 

(X Y 2 Pitch Yaw) 

(X Y 2 Pitch Yaw) 

(X Y 2 Pitch Yaw) ) ) ) ) 

; move backgage into position for next bend 

(move ((type message) (from planning) (to sequencing) (state request) ) 

( (type linear) 

(bgage_abs_move ( (XRO ZRO XLO ZLO Y0) )))) 

- ;;;:;;;;?;;;;;;;;;;;;;;;;;;;:: ' ;;; ; 
Unloading " s * ■ 

(put' i .type meisage Cstat " re< ^ est) } 

((type loader) 
(robot^speed 6) 

; move part to position above unloads* 
(robo*_abs_*ove ( 

(X K Z Prtch yaw) 
(X Y Z pitch Yaw) 
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(X Y Z Pitch Yaw)) ) 
; request operator to adjust the height of robot manually 
(robot_zgage<Zoax Zmin) ) 
( exchange_part 10.0) 
< robot_abs _jnove { 

<X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) ) ) ) ) 



Part 13 through N 



;;;;;; Acquire part from loader /unloader ;;;;;;;;;; 

; note that the rest of the plan is. identical to part f 2 except that the 
; nc9r PROGRAM does not need to be reloaded and the STARTUP Is not necessary 
(get ((type nessage) (front planning) (to sequencing) (state request) ) 
( (type loader) 
(robot_sp*ed 6) 

; aove robot to grasp the part using the point determined 
t by operator in first part 
(robot^abs^Bove ( (X Y Z Pitch Yew) 

(X Y X Pitch Yew) 

(X Y Z Pitch Yew))) 
(exchaxtge_jpart 10.0) ; welt for 10 seconds after getting part 
(robot^ahsjaove ( (X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) ))) 
99992999393933999999333399799933999999999933339733:3999399939933999999993933397 

3 39999 W Bend f 1 . 9999939929 

999991 9'9S 99 999993939399339999999999993399999999399939999399999993999999937 39939 

9 load the part into the pressbrake, using the measured Z, Y and X offsets 
; deterained in first part run 

(put <(typa sttssage) (from planning) (to sequencing) (state request) } 
((type presabrake) 
(loibu L s^njetl €) 

9 load the part: directly into the press, setting it down in 
9 the position deterained in first part . run 
(robot^abajDorve ((X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) 

(X Y Z Pitch Yaw) ) ) ) ) 
; final y gaging before bend 
(robot_ygage (Ygoal Ylimit Y slowdown)) ) 

I 



etc . . 
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CLAIMS 



1 . A system for generating a plan which 
comprises a sequence of operations to be performed by a 
bending apparatus for bending workpieces comprising sheets 

5 of malleable material, the bending apparatus having a 
gripper for gripping a workpiece while performing a bend, 
said sequence of operations comprising a set of N bends for 
forming a finished workpiece from a stock sheet of 
malleable material, said system comprising: 

10 proposing means for proposing, for an mth 

operation within the sequence of operations, a plurality of 
proposed operations including a plurality of proposed bends 
to be performed by said apparatus; 

subplan means for providing a proposed 

15 subplan that accompanies each proposed bend; and 

generating means for generating a plan 
including a sequence of bends from a first bend through an 
Nth bend, by choosing each bend in the sequence of 
operations based upon the proposed bends and the proposed 

20 subplan that accompanies each proposed bend. 

2. The system according to claim 1, wherein said 
proposing means comprises means for proposing bends among 
the complete set of N bends that are still remaining. 

3. The system according to claim 1, wherein said 
25 proposing means comprises means for proposing bends among 

the complete set of N bends that are still remaining less 
bends blocked due to constraints. 

4. The system according to claim 1, said 
proposing means comprising means for proposing, for an mth 

30 operation, a repositioning of the gripper 1 s hold on the 

workpiece. J - 
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5. The system according to claim 1, wherein the 
generated plan further includes at least part of the proposed 
subplans that accompany the chosen bends. 

6. The system according to claim 1, further 
comprising means for representing the mth operation within 
the sequence of operations as an mth level of a search tree. 

7. The system according to claim 5, wherein said 
proposed subplans comprise setup and control information for 
said bending apparatus. 

8* The system according to claim 7, wherein said 

proposed subplans comprise final locations on the workpiece 
at which the gripper will grip the workpiece while 
performing the bends of the sequence of bends. 

9. The system according to claim 7, wherein said 
proposed subplans comprise ranges of locations on the 
workpiece at which the gripper can grip the workpiece while 
performing the bends of the sequence of bends - 

10. The system according to claim 7, wherein said 
proposed subplans comprise numbers, each representing a 
predicted number of repositionings of the gripper needed to 
complete the sequence of bends. 

11. The system according to claim 7, wherein said 
proposed subplans comprise indications that a next bend in 
the sequence cannot be performed unless the gripper' s grip 
on the workpiece is first repositioned. 

12. The system according to claim 7, wherein said 
proposed subplans comprise locations on the workpiece at 
which a repositioning gripper will grip the workpiece while 
performing a repositioning operation between bends of the 
sequence of bends. 

13. The system according to claim 7, wherein said 
proposed subplans comprise indications of tooling stages to 
be utilized to perform the bends of the sequence of bends. 



155 



WO 96/15481 



PCT/JP95/02291 



14. The system according to claim 7, wherein said 
proposed subplans comprise locations of tooling stages to 
be utilized to perform the bends of the sequence of bends, 

15. ^ The system according to claim 7, wherein said 
proposed subplans comprise positions along a tooling stage 
at which the workpiece will be loaded into the bending 
apparatus in order to perform the bends of the sequence of 
bends . 

16. The system according to claim 7, wherein said 
proposed subplans comprise motion plans for maneuvering 
around tooling stages in performing the bends of the 
sequence of bends* 

17. The system according to claim 1, further 
comprising estimating means for estimating a cost to be 
associated with each proposed bend. 

18. The system according to claim 17, wherein 
said generating means generates a plan including a sequence 
of bends from a first through an Nth bend, by choosing each 
bend in the sequence of operations based upon the proposed 
bends, the proposed subplan that, accompanies each proposed 
bend, and the estimated cost associated with each proposed 
bend. 

19. The system according to claim 18, wherein 
the estimated costs associated with an nth bend in the 
sequence of N bends comprises a k cost calculated based 
upon an estimated amount of time it will take the bending 
apparatus to complete one or more operations of the bend. 

20. The system according to claim 18, wherein 
the estimated cost associated with an nth bend in the 
sequence of N bends comprises an h cost calculated based 
upon an estimated total amount of time it will take the 
bending apparatus to complete one or more operations of 
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each of the rest of the bends in the bend sequence that 
follow the nth bend. 

21. The system according to claim 19, wherein 

the estimated cost associated with an nth bend in the 
5 sequence of N bends further comprises an h cost calculated 

based upon an estimated total amount of time it will take 
the bending apparatus to complete one or more operations of 
each of the rest of the bends in the bend sequence that 
follow the nth bend. 
10 22. The system according to claim 19, wherein 

said one or more operations of a given bend comprise moving 
the workpiece from a tooling stage location of a preceding 
bend to a tooling stage location of the given bend. 

23. The system according to claim 19, wherein 
15 said one or more operations of a given bend comprise 

installing, . when setting up the bending apparatus, an 
additional tooling stage that will be needed to perform the 
given bend. 

24. The system according to claim 19, wherein 
20 said one or more operations of a given bend comprise 

repositioning of the gripper's hold on the workpiece before 
performing the given bend. , 

25. The system according to claim 20, wherein 
said one or more operations of a given bend comprise moving 

25 the workpiece from a tooling stage location of a preceding 
bend to a tooling stage location of the given bend. 

26. The system according to claim 20, wherein 
said one or more operations of a given bend comprise 
installing, when setting up the bending apparatus, an 

30 additional tooling stage that will be needed to perform the 

given bend. 

27. The system according to claim 20, wherein 
said one or more operations of a given bend comprise 
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repositioning of the gripper' s hold on the workpiece before 
performing the given bend. 

28. The system according to claim 18, wherein 
said proposing means and said generating means collectively 
comprise a bend sequence planning module, and further wherein 
said subplan means and said estimating means collectively 
comprise a plurality of expert modules. 

29. The system according to claim 28, wherein 
said expert modules each comprise means for operating said 
subplan means and said estimating means when said proposing 
means proposes a proposed operation for performance as said 
mth operation within the sequence of operations. 

30. The system according to claim 28, wherein 
said plurality of expert modules comprise a holding expert 
module having means for operating said subplan means to 
provide a proposed holding subplan that includes 
information regarding a location on the workpiece at which 
the gripper can grip the workpiece while performing the 
bends of the bend sequence. 

31. The system according to claim 28, wherein 
said plurality of expert modules comprise a holding expert 
module having means for operating said estimating means to 
estimate a holding cost calculated based upon whether a 
gripper 1 s hold on the workpiece is to be repositioned 
before performing a given bend. 

32. The system according to claim 28, wherein 
said plurality of expert modules comprise a tooling expert 
module having means for operating said subplan means to 
provide a proposed tooling subplan that includes 
information regarding a position along a tooling stage at 
which the workpiece will be loaded into the bending 
apparatus in order to perform a, given bend. 
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33. The system according to claim 28, wherein 
said plurality of expert modules comprise a tooling expert 
module having means for operating said estimating means to 
estimate a cost based upon an amount of time to install, 
when setting up the bending apparatus, an additional 
tooling stage needed to perform a given bend. 

34. The system according to claim 28, wherein 
said plurality of expert modules comprise a motion expert 
module having means for operating said estimating means to 
estimate a cost based upon a calculated travel time for 
moving the workpiece from a tooling stage location of a 
bend to a tooling stage location of a next bend. 

35. The system according to claim 28, wherein 
said bend sequence planning module comprises means for 
querying each of said expert modules for a subplan and 
estimated costs, and wherein each of said expert modules 
comprises means for responding to a query by returning a 
savelist to said bend sequence planning module, said 
savelist comprising a list of names of attributes, and 
values respectively corresponding to the attributes, to be 
saved by said bend sequence planning module. 

36. The system according to claim 1, further 
comprising prioritizing means for prioritizing proposed 
bends in accordance with bend heuristics determined based 
upon the geometry of the workpiece. 

37. The system according to claim 36, wherein 
said generating means generates a plan including a sequence 
of bends from a first through an Nth bend, by choosing each 
bend in the sequence of operations based upon the prioritized 
proposed bends and the propose subplan that accompanies each 

proposed bend. 

38. The system according to claim 18, further 
comprising prioritizing means for prioritizing proposed 
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bends in accordance with bend heuristics determined based 
upon the geometry of the workpiece. 

39. The system according to claim 38, wherein 
said prioritizing means comprises means for discounting an 
estimated cost of a bend having a high priority and 
increasing an estimated cost for a bend having a low 
priority. 

40. The system according to claim 1, further 
comprising determining means for determining the time 
needed for, and the feasibility of, producing one or more 
parts with the bending apparatus based upon the generated 
plan. 

41. The system according to claim 40, further 
comprising means for performing calculations of the cost of 
producing a given batch of the parts, based upon the time 
determined by said determining means. 

42. The system according to claim 40, further 
comprising means for redesigning the part based upon the 
time and feasibility determinations made by said 
determining means. 

43. The system according to claim 40, further 
comprising means for scheduling manufacturing with the 
bending apparatus depending upon the determined amount of 
time for producing one or more parts. 

44. In a computer having at least one processor 
and a memory, a method for selecting a gripper for holding 
a workpiece to be utilized by a bending apparatus for bending 
unfinished workpieces comprising sheets of malleable 
material, said method comprising: 

reading information describing ^the geometry of a 
library of grippers to be chosen from; 

forming a set of available grippers excluding 
grippers that have certain undesired geometric features; and 
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choosing a gripper from the set of available 
grippers as a function of the width of the gripper, the 
length of the gripper, and the knuckle height of the gripper. 

45. The method according to claim 44, wherein 

the gripper comprises a gripper for holding the workpiece 
while loading and unloading the workpiece into and from a 
die space of the bending apparatus in order to perform 
bending operations . 

46* The method according to claim 45, further 

comprising: 

predicting, for each gripper within the set of 
available grippers, a repo number equal to an estimated 
number of times the bending apparatus will need to change 
the position at which the gripper is holding the workpiece 
in order to perform a complete sequence of bending 
operations on the workpiece; 

determining the smallest predicted repo number; and 
adjusting the set of available grippers to include 
the available grippers having a repo number equal to the 
smallest predicted repo number, before choosing a gripper 
as a function of the gripper' s width, length, and knuckle 
height . 

47. . The method according to claim 44, wherein 
the gripper comprises a repo gripper for holding the 
workpiece while a robot changes its grip on the workpiece. 

48. The method according to claim 47, further 
comprising: 

constructing data representations of the respective 
intermediate shapes of the workpiece when repo operations 
are to be performed by said bending apparatus, and 
utilizing said intermediate shapes to determine which 
grippers are excluded from the set of available grippers, 
wherein grippers that cannot securely grasp the workpiece 
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considering all of the constructed intermediate shape 
representations are excluded from the set. of available 
grippers . 

49. In a computer having at least one processor 
5 and a memory/ a method for determining a gripper location 

which is a location on a malleable sheet workpiece at which 
a gripper can hold the workpiece while a bending apparatus 
performs an mth operation on the workpiece, the bending 
apparatus performing a sequence of operations, including 

10 said mth operation, in accordance with a bending plan, said 

sequence of operations comprising a sequence of bends from 
a first bend through an Nth bend, the shape of the 
workpiece changing to several intermediate shapes as said 
bending apparatus progresses through said sequence of 

15 bends, said method comprising: 

as i is varied, to include a given plurality of 
operations in said sequence of operations leading up to and 
including said mth operation, forming a set of topographic 
representations by repeatedly generating, along edges of the 

20 workpiece, a graphic representation of areas on the workpiece 

within which the gripper location can be without hindering 
performance of an ith operation, taking into consideration 
the intermediate shape of the workpiece when said ith 
operation is performed; and 

25 determining the intersection of all the geographic 

representations within said set to thereby determine the. 
areas common to said given plurality of operations in said 
sequence of operations. 

50. The method according to claim 49, wherein 
30 said mth operation comprises changing a robot's grip on the 

workpiece between bends in said sequence of bends. 
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51. The method according to claim 49, wherein 
said Mth operation comprises performing a bend within said 
sequence of bends. 

52. In a computer having at least one processor 
5 and a memory, a method for selecting tooling to be used, in 

a bending apparatus for bending a workpiece comprising a 
sheet of malleable material, the tooling including at least 
a die and a punch, the bending apparatus performing, 
utilizing the selected tooling, a sequence of operations 
10 comprising a sequence of bends from a first bend through an 

Nth bend,, said method comprising: 

reading information describing the geometry of a 
library of dies and punches; 

forming sets of feasible dies and punches excluding 
15 dies and punches that have an insufficient force capacity 

to bend the workpiece and that are incapable of forming 
desired bends in the workpiece resulting in desired bend 
angles and desired inside radii; and 

choosing an appropriate die and appropriate punch 
20 that most closely satisfies force, bend angle, and inside 

radii requirements, excluding punches that will likely 
collide with the workpiece as determined by failure of a 
geometric collision test. 

53. The method according to claim 52, wherein 
25 the geometric collision test is performed by modeling a 

finished 3D workpiece and, for each bend in the sequence of 
bends, aligning the modeled finished 3D workpiece between ' 
a model of each feasible punch and a model of a chosen die. 

54. In a computer having at least one processor 
30 and a memory, a method for determining a layout of tooling 

stages along a die rail of a bending apparatus, said bending 
apparatus being adapted to bend workpieces comprising sheets 
of malleable material, by performing a sequence of operations 
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comprising a sequence of bends from a first bend through an 
Nth bend, said method comprising: 

deciding on an arrangement of a plurality of stages 
along said die rail; 

calculating lateral limits based upon the amount by 
which the workpiece extends beyond a side edge of a tooling " 
stage for the bends of said sequence of bends; - 

determining a largest lateral limit for each side 
of each stage; and 

spacing adjacently arranged stiages to have a gap ^ 
between adjacent' side edges that is greater than or equal 
to the larger of the determined largest lateral limits of 
the adjacent side edges. 

.55. A system for generating a plan and for 
controlling a bending apparatus, the plan comprising a 
sequence of operations to be performed by the bending 
apparatus, the bending apparatus being adapted to bend 
workpieces comprising sheets of malleable material, the 
sequence of operations comprising a sequence of bends, from 
a first through an Nth bend, for forming a finished 
workpiece from a stock sheet of malleable material, said 
system comprising: 

setups planning means for generating said sequence 
of bends and a setup subplan that includes information 
regarding the manner in which the bending apparatus is to 
be set up before commencing the first bend in said sequence 
of bends; 

forwarding means for forwarding said setup subplan, 
once generated, to signalling means for signalling 
commencement of setup operations to be performed in 
accordance with said setup subplan; and 

finalize means for generating detailed subplan 
information to complete said plan after said setup subplan 
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has been generated, at least part of said detailed subplan 
information being generated after the commencement of setup 
operations has been signalled by said signalling means. 

56. The system according to claim 55, wherein 
said setup subplan comprises information regarding a layout 
of tooling stages . 

57. The system according to claim 55, wherein 
said setup subplan comprises information regarding tooling 
die and punch profiles to be utilized in said bending 
apparatus . 

58. The system according to claim 55, wherein 
said setup subplan comprises positions of tooling stages 
along a die rail of said bending apparatus. 

59. The system according to claim 55, wherein 
said setup subplan comprises information regarding what 
type of gripper to use for manipulating the workpiece 
through the bend sequence. 

60. The system according to claim 55, wherein 
said setup subplan comprises information regarding what 
type of repo gripper to use for holding the workpiece while 
a gripper changes its grasp on the workpiece inbetween 
bends of the bend sequence. 

61. The system according to claim 55, wherein 
said forwarding means comprises means for forwarding 
instructions to a sequencer module comprising means for 
directing the performance of automated setup operations on 
said bending apparatus. 

62. The system according to claim 55, wherein 
said forwarding means comprises means from creating a visual 
representation of setup operations to be performed on the 
bending apparatus so that a human operator can thereby 
perform setup operations. 
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63. A system for performing setup operations on 
a bending apparatus so that the bending apparatus can be 
utilized to perform bending operations on workpieces 
comprising sheets of malleable material, the bending 
apparatus comprising a die rail, a tool punch holding 
mechanism, and one or more- tooling stages, each tooling 
stage comprising a die mounted on said die rail and a tool 
punch held by said punch holding mechanism, said system 

comprising: . . 

means for receiving information regarding a location 
of each of said one or more tooling stages along said die 
rail; and 

control means for controlling a position of a guide 
member along at least one of said die rail and said tool 
punch holding mechanism based upon the received information 
so that at least one of said die and said tool punch can be 
aligned with reference to said guide member so that the 
resulting tooling stage will be at a desired location along 

said die . rail. 

64. The system according to claim 63, wherein 
said control means comprises means for positioning said 
guide member to be at a specified position along said die 
rail and to be within a certain distance from the die rail, 
whereby a die of a tooling stage to be aligned can be 
abutted against said guide member in order to properly 
position the tooling stage along the die rail. 

65. The system according to claim 63, wherein 
said guide member comprises a ■ backgage finger of a 
mechanism for performing backgaging when loading a 
workpiece into the bending apparatus. 

66. A system for executing a plan for 
controlling a bending apparatus for bending workpieces 
comprising sheets .of malleable material, the plan 
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comprising a sequence of operations to be performed by the 
bending apparatus, said system comprising: 

sensor-based control means for performing 
an operation, including moving a workpiece from one 
position to another, with said bending apparatus utilizing 
a sensor output to modify the movement of the workpiece; 

measuring means for measuring an amount by 
which the movement of the workpiece was modified due to the 
sensor output ; and 

learned control means for performing said 
operation, including moving the workpiece from one position 
to another, without modifying the movement of the 
workpiece utilizing a sensor output, said learned control 
means controlling performance of said operation based upon 
the amount measured by said measuring means. 
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